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WHAT A WONDERFUL OPPORTUNITY 
TO CUT COSTS AND INCREASE PRODUCTION 
WITH THIS CLEPOLON PROCESS / 


CLEPOLON DEBURRING PROCESS 
is saving many million Man-hours 
on War Products and will greatly uk 
reduce manufacturing costs of 
Peacetime Products. 


CLEPOLON 
DEBURRING PROCESS 


Replaces Hand Filing and Hand Grinding, 
Eliminates additional finishing operations 
ordinarily used to remove filing marks. 
Clepolon Process leaves surface evenly 
smooth with a radius on edge if required. 
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LEA METHODS 
LEA COMPOSITIONS 


remove burrs and fins 


QUICKLY —ECONOMICALLY 


This is the way Plastic Manufacturers, Inc. of Stamford, 
Conn., removes Sanding Marks from Phenolic Molded 
Grips. 


These hand grips go on many of our Army and Navy 
Bombers for controlling turret gun firing, communications 
and turret rotation. They have to be as smooth as glass. 
Parting lines of matched sections must not have any 
ridges or depressions. 


To help bring about these desired results, Plastic Manu- 
facturers use the Lea Method with a special Lea Com- 
position for one of the steps in removing roughness from 
the edges of the molded parts. The “before” and “after” 
pictures are of this step. 


In ever-increasing number, molders and converters of 
plastics are turning to LEA for improved techniques and 
proper compositions for removing burrs and fins as well 
as buffing the molded parts. If you are not satisfied with 
results or costs in your plant, why not put your problem 
up to our technical staff? 7 


The LEA Manufacturing Co. wartersury 86, cont 


Burring, Buffing and Polishing . . Manufacturers and Specialists in the Develooment of Production Methods and © mposition 
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Price Ceilings on Finishing Services 


Maximum Price Regulation 581, the details of which will be 
found in this issue of Metal Finishing, appears to be a fair order, 
as O. P. A. orders go, and the industry representatives, who con- 
tributed their efforts with the view of avoiding hardship and 
making the order workable, are to be congratulated. 


The small and odd lot finisher, who is least qualified to cope 
with the formal requirements of regulations, and most of whose 
orders run below one hundred dollars, is relieved of the task of 
keeping estimated cost records on such jobs. Pricing formulas 
must be based on March 1942 costs, which will not be welcomed 
by shops accustomed to using a flat man-hour charge, especially 
: on polishing time, and where labor costs have risen appreciably 
i since that date. Shift premium and overtime charges, however, 
t may be based on current rates. 


On new work, prices may be determined on the basis of 
actual experience in a trial run. Since this price will apply to 
the whole contract, we believe it will be advisable to include in 
» price quotations the provision that the price is based on the 
same quality of finish, as furnished in the trial run, and on the 
supplying of raw stock in the same condition as supplied for the 


trial run. The effect of variations in basis metal condition on 
finishing costs is too well known to require further comment. 


cn 


Statements of maximum list prices or rates and pricing 
methods must be filed with O. P. A.,* which, in view of the all- 
too common practice of guessing at the price or agreeing to 
charge the same price as a competitor, without knowing whether 
the competitor made or lost money on the contract, will be a 
task of no mean proportions for a good many shops. Although 
provision is made for maximum price adjustments, no adjust- 
ment will be permitted if customers are able to obtain the same 
or fairly equivalent service from other suppliers. 


We warned our readers last month, before receiving notifica- 
tion of the issuance of MPR-581, that reputable firms might be 
placed in the unfortunate position of having the price on an 
article frozen at an unprofitable level by the price-cutting policy 
of some members of the industry. Since, when applying for ad- 
justment, it will be necessary to furnish the price charged by com- 
petitors where possible, the prospects of obtaining approval do 
not appear very bright in such cases. 


* Filing date has been advanced 1 month to May 3). 


FINISHING, May, 1945 


187 


; 
| 

positions 

| 


The Deposition of Metals From Fluoborate Solutions 


Chief Chemist, Plating Processes Corp., Holyoke, Mass. 


JN the past, the successful deposition of 

the various metals from the metalliferous 
fluoborate electrolyte has been limited to the 
electroplating of lead, lead alloys and indium 
coatings. However, with the present avail- 
ability in the chemical market of the so- 
called “solution concentrates,” which contain 
the metallic fluoborate in a concentrated 
form, the electrodeposition of the other com- 
mon metals, such as tin, cadmium, zinc, 
copper and iron in addition to nickel, chro- 
mium and silver is now feasible. These 
“concentrates” are presently commercially 
obtainable as approximately 40%-50% solu- 
tions of the metal fluoborate in water in 
addition to small percentages of free fluo- 
boric and boric acids. This eliminates the 
necessity for handling hazardous hydro- 
fluoric acid by the operator and the subse- 
quent dangerous procedure of reacting boric 
acid with hydrofluoric acid. The “concen- 
trate” requires only dilution with water 
and additional simple, rapid adjustments to 
make up an operating plating solution. 
Hence, the dissolving time to formulate a 
bath of the required plating strength is 
greatly lessened. Furthermore, the resulting 
electrolyte contains the proper amount of 
metal, free fluoboric acid and the slight 
excess of boric acid over that required to 
react with hydrofluoric acid. 

Formerly, the preparation of this type of 
bath using basic ingredients was difficult to 
the average operator with only a limited 
knowledge of chemistry since the concentra- 
tion of free fluoboric and boric acids is most 
important for producing satisfactory deposits 
meeting all requirements. The presence of 
this free fluoboric acid is particularly im- 
portant since it increases the conductivity of 
the various solutions and gives finer-grained 
deposits with less tendency towards treeing. 
This effect is probably attributed to the fact 
that the free acid causes some decrease in 
metal concentration. The presence of the 
excess boric acid above that required to react 
with hydrofluoric acid as shown in the fol- 
lowing chemical reaction: 


4 HF + HsBO; = HBF, + 3 H:O 


while having little effect on the character of 
the deposit obtained is desirable since there 
is a marked reduction in the tendency for 
the fluoborate to decompose and, as a result, 
a possible precipitation of the metallic fluo- 
ride. Moreover, using the former tedious 
methods, there is a possibility of an appre- 
ciable excess of hydrofluoric acid in the solu- 
tion over that required to chemically form the 
fluoborate. Likewise, its presence is liable to 
produce the fluoride of the metal. It can, 
therefore, be readily seen that extreme care 
must be exercised in the formulation of the 
various fluoborate plating solutions. This 
critical preparation is probably the reason 
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By HAROLD NARCUS 


for the scarcity of this type of electrolyte in 
the average plating-room. Fortunately, with 
the advent of the previously mentioned fluo- 
borate “concentrates,” the plater may now 
secure a plating bath of the proper chemical 
composition which will offer outstanding 
results. 

Generally the fluoborate bath shows the 
following marked advantages over most con- 
ventional plating solutions depositing the 
same metal: 

1. Simplicity and rapidity of bath prepa- 

ration 

2. Increased cathode efficiency 

3. Increased anode efficiency 

4. Simplicity of operation at room tem- 

perature 

5. Less fluctuation in bath composition 

6. Fine-grained deposits 

7. Relatively high throwing power. 

The methods of procedure, operating con- 
ditions and characteristics of these metal 
fluoborate baths, whose “concentrates” are 
commercially obtainable from several sources 
will be discussed in this paper. These in- 
clude the lead and lead-tin alloy baths and 
also the tin, cadmium, zinc and indium fluo- 
borate solutions. Although concentrated 
solutions of copper, iron, chromium, nickel 
and silver are also commercially available, 
the writer has not submitted them to plating 
tests and, therefore, they will be omitted 
from the present discussion. However, these 
latter “concentrates” warrant investigation 
since they may offer the plater unique fea- 
tures hitherto unobtainable in the presently 
used plating solutions. 


Lead Baths 


Although lead has been deposited from a 
variety of solutions among which may be 
listed solutions of nitrate, acetate, per- 
chlorate, oxalate, dithionate, sulfamate. 
plumbite and cyanide, the fluosilicate and 
the fluoborate baths are the two most com- 
monly used. The fluoborate bath, however, 
shows many advantages over the fluosilicate 
electrolyte; namely, a resulting finer-grained, 
denser deposit; a bath less susceptible to 
decomposition and, hence, less sludge for- 
mation and a more satisfactory lead deposit 
directly on steel. Unfortunately, the lead 
fluoborate bath is more expensive than the 
fluosilicate. 

The lead fluoborate “concentrate” is avail- 
able from many sources on the market as a 
66°-67° Bé. solution and contains 68 ounces 
of metal per gallon. Although any desired 
plating concentration is prepared by diluting 
the “concentrate” with the proper amount 
of water, the dilution to obtain a bath for 
general plating is 1 part by volume of the 
“concentrate” and approximately 4 parts 
by volume of water. In order to prevent any 
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Figure 1 


subsequent precipitation of lead fluorid 
2-3 ounces per gallon of additional free bor 
acid is usually added. This mixture ¥ 
give a bath composition of 13.4-14.2 ou 
per gallon of lead (as metal). The “ 
centrated” bath (for barrel-plating a 
heavy deposits) and the “dilute” bath ‘ 
light deposits) recommended by Gray a 
Blum [Trans. Electrochemical Soc., 8), 
657 1941] are made from the proprittit 
concentrated solution by dilution of | j 
of the “concentrate” by volume wit! : 
proximately 1.1 parts and 3.2 parts b 
ume of water respectively. brent ¢ 

The so-called “dilute” bath should 125 amy 
operated at a current density of 5-50 amp"... 
per square foot or at an average cil! 


density of 20 amperes per square {0v! 


erates 


Md,asa 
deposits which are light (up to 0.00! #5. 
thickness). Heavy deposits, desired | ape 
this same bath, are obtained at 10 amp Sia 
per square foot. The “concentrated” * re 
tion employs 5-70 amperes per squat tered 
with an average current density of \dditic 
peres per square foot for lighter de? soborate 
and 20 amperes per square foot for he per ci 
deposits up to 0.05” in thickness. 4s ‘eas 
viously stated, however, for general vam 
bath made up by diluting 1 part by ber 
of the “concentrate” with approxm 
4 parts by volume of water is entirely “Me no. 
factory. When operated at 
per square foot the cathode BS pate! 
100%. ences 
The baths described in the preceding! thoamis 
graphs employ a voltage of 1 ag 
tanks and about 6 for barrel palms © 0.02.0 
operating temperature is | pury 
range between 77° F. and 105° fluo 
necessary if the bath temperature &" 
ET, 


May. 1% 


‘ 
5° F. 
tween 
pntrolle 
: en the 
ially 
42% 
f m whic 
4 

\ Vi 
WAVES 

| 


-° Ff. the pH of the bath should be 
‘ween 1 and 1.5. This acidity is best 
pntrolied by additions of 42% fluoboric acid 
en the pH rises above the maximum figure. 


= fluoboric acid is also obtainable com- 
ereially from several sources prepared 
, 42% solution. 


In regards to the necessary equipment for 
in the lead fluoborate bath, the tank 
bould preferably be rubber-lined steel al- 
stoneware, glass-ware or asphalt- 
d wood can be used without experiencing 
difficulties. Lucite, phenol-formalde- 


| wie resins of the various types or hard rub- 
‘er; may be employed for plating barrel 
| struction. Owing to the fact that the 
| th operates at such a low pH value all 


\\Mmmetal parts in the tank set-up must be 
‘ tected in the usual manner with suitable 
nthetic coatings. Care must be taken to 

that no work is dropped to the bottom of 

» plating-tank and allowed to remain there 

Mr jong periods of time. The anodes em- 
| oved should be of “corroding” lead or 
re chemical lead since insoluble impuri- 

s in the anode material, not made from 

ch purity lead, will form an anode sludge 

m which causes a marked increase in the 
rating bath voltage. Furthermore, this 

ndesirable condition may result in an in- 
MMBe2ced tendency towards the formation of 
th rough and treed deposits. The anode 
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Figure 2 


brent density should be in the range of 
2) amperes per square foot. At this anode 
rent density the lead fluoborate bath 
rates at 100% or more anode efficiency 
, Mae as aresult, no agents to accelerate anode 
rosion are necessary. Mechanical agita- 
n, such as movement of the cathode bar, 
luces smoother, denser deposits but 
iid only be used in the case of clean 
tered solutions. 
\ddition agents are employed in the lead 
borate bath since, when present in the 
per concentration, they tend to increase 
covering power of the bath and lessen 
* tendency for the lead deposit to show 
‘ppearance of pin-holes, treeing or even 
chness. Materials such as glue or gelatin 
most generally used although Betts 
S. Patents No. 713,277 and No. 713,278) 
* patented the use of such organic sub- 
as pyrogallol, resorcinol, saligenin, 
‘oaminophenol and hydroquinone as ad- 
1 agents, Bone glue, in concentrations 
1020.05 ozs. per gallon has answered 
“ purpose of an addition agent in the 


td fluoborate bath splendidly. It should 


be first dissolved in warm water (after soak- 
ing for several hours in cold water) prior 
to adding it to the plating bath. 

The lead fluoborate bath is simple to 
control by chemical analysis; the lead (as 
metal), free fluoboric acid and addition 
agent concentration being the controlling 
factors in the bath. Detailed analytical pro- 
cedures are given in the previously men- 
tioned technical paper by Gray and Blum. 
The lead is precipitated as PbSO,, dried and 
weighed as the sulphate. The free fluoboric 
acid is titrated with IN KOH; further titra- 
tion in the presence of phenolphthalein in- 
dicator gives the total fluoborate content. 
The boric acid content can be determined 
occasionally in the usual manner. The Hull 
cell is used to effectively determine if suff- 
cient glue is present as the addition agent. 

The recommended cleaning procedure for 
preparing ferrous materials for lead plating 
in the fluoborate bath is an anodic electroly- 
tic cleaning in any good proprietary cleaner 
followed by a pickle for 15-20 seconds in a 
5-10% sulphuric acid dip. This pickling 
operation may be substituted by steel-shot 
blasting especially if the lead deposit is to 
withstand elevated temperatures. Although 
a cyanide copper strike is recommended it 
is not imperative. This strike, with low free 
cyanide content, is absolutely necessary when 
lead is to be deposited upon aluminum using 
any of the prevailing methods for this pur- 
pose, or upon zinc or white metals. In the 
event a subsequent soldering operation will 
be performed, a copper strike is also 
necessary. 

It is most important that the deposited 
lead be free from porosity since lead is cath- 
odic in industrial atmosphere to iron and 
will accelerate its corrosion if the lead plate 
possesses porosity to any degree or its con- 
tinuity is broken by mechanical abrasion. 
The lead deposit, however, is more anodic 


to iron than nickel or copper and, therefore, 
offers greater protection. This is particularly 
true in ocean atmospheres. On most applica- 
tions where the lead-plated part is subjected 
to outdoor exposure, a minimum deposit of 
between 0.0005” and 0.001” thickness should 
be used. In the case of protection against 
severe industrial atmospheres a fine-grained 
deposit between 0.0015” and 0.002” should 
be applied, although the presence of chlor- 
ide ion in the atmosphere increases the 
protective ability of the lead coating. 

Seratch-brushing or slight burnishing will 

increase the protective value of the lead 

plate. Recently published salt-spray tests 

(J. F. Beal—August, 1944 Monthly Review) 

have shown that 0.0001” thickness of lead 

deposited from the fluoborate bath will give 

18-30 hours salt-spray resistance; 0.00025” 
a minimum of 24 hours; 0.0005”—50 hours 

minimum and 0.001” thickness of lead— 

100 hours minimum and as high as 200 hours 

salt-spray resistance. 

In concluding the discussion of the lead 
fluoborate bath and as an aid to the plater 
in the use of this particular plating solution, 
it would be well to review the conclusions 
drawn by Blum and Co-workers [Trans. 
Electrochemical Soc., 36, 257 (1919]: 

1. By increasing the concentration of metal 
in the bath it is possible to employ higher 
current densities without causing treed 
deposits. 

2. An increase in current density increases 
the tendency towards treeing but pro- 
duces finer-grained deposits. Therefore, 
the highest current density should be 
used that will not produce appreciable 
treeing, since there is less porosity in 
finer-grained deposits. 

3. By increasing the concentration of the 
free fluoboric acid there is a somewhat 
less tendency to form trees. 


SPECIFIC GRAVITY OF LEAD FLUOBORATE SOLUTIONS 
Specific Gravity at 80°F. 


Ounces of Lead Per Gal. 


TEMPERATURE 
CORRECTIONS 


00025 Specific Gravity per °F 
027 per 


CONVERSION FACTOR 


To determine ounces of lead fluo- 


borate per gallon, multiply ounces a 
of lead per gallon by 1.838 > 
letermine grams of le er jaece 


To n ady 
iter, adj 
gallon by 7.49 
To determine grams of lead fluc TiI 
of lead per gallon by 13.73 
19 20 21 22 23 


° Bé at 80°F. 
(Courtesy of the General Chemical Company) 


Figure 3 
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I 
a 
t 
1.1508 1.1600 1.1694 1.1789 1.1885 
tH 
13 
12 
x 
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RATE OF LEAD DEPOSITION FROM LEAD FLUOBORATE BATH f 
(100% CATHODE EFFICIENCY) 


.0002  .0004 .0006 .0008 .0009|.0010 pants |.0020 | .0030  .006 | .008 | | 2 | .05 | 10 
Sc. Ft, | 188 | -376 | .564 | .752 | 846 | .94 | 1.410) 1.88 | 2.820| 3.76 | 4.70 | 5.64 | 7.52 | 9.4 | 18.8 | 47.0 | 949 
Amp _ Time in Hours and Minutes 
5 :1656 | 0:33 | 0:50 | 1:06 | 1:15 1:23 | 2:04 | 2:46 | 4:08 | 5:32 | 6:54 | 8:16 |11:04 {13:48 |27:36 |69:00 | 138:00! 5 
6 1:1380| *:28 741 | 3:56 | 1:03 1:10 | 1:45 | 2:19 | 3:29 | 4:37 | 5:45 | 6:58 | 9:14 |11:30 |23:00 |57:30 | 116:40 
7 :1180} :24 735 | :48 254 :59 | 1:28 | 1:58 | 2:57 | 3:56 | 4:56 | 5:54 | 7:52 | 9:51 [19:42 |49:17 98:34 > 
8 210361 :21 231 742 $2 | 0545 2:35 | 3:26 | 4:19 | 5:10 | 6:52 | 8:38 [17:16 |43:07 | 86:14) 
9 0920 :18 26 | 3236:1 %42 :46 | 1:09 | 1:32 | 2:18 | 3:04 | 3:50 | 4:36 | 6:08 | 7:40 |15:20 |38:20 76:40) 9 A 
10 0828| 217 | :24 334 | 336 :42 | 1:03 | 1:23 | 2:08 | 2:46 | 3:27 | 4:10 | 5:32 | 6:54 |13:48 [34:30 69:00) 19 th 
15 70552 11) 286 | 322.) 424 :28 242 :56 | 1:23 | U:Si | 2:28 | 2:46 | 3:41 | 4:36 | 9:12 123:00 46:00) 15 nick 
20 :0414 083) :124) :166, :186]) :21 332 242 | 1:03 | 1:23 | 1:44 | 2:06 | 2:46 :27 | 6:54 |17:16 34:32] 29 hee 
25 :0332 7066 :100) :132) :150} :17 ‘25 s$0 | 1:06 | 1:23 1:40 | 2:12 | 2:46 | $:32 27:36) 25 ps 
30 70276 | 055 2125 114 :28 242 1:09 1:24 1:50 2:18 4:36 (11:30 23:00) 30 st has 
35 :023G6| :047, :070 :094 :105] :12 :18 24 | 236 247 | 1:12 | 1:34 1598) 3256 | 9:51 19:42) 45 
40 :0208 042; :062| :084, :093) :10 216 221 332 242 252 | 1:04 | 1:24 | 1:44 | 3:28 | 8:38 17:16) 40 bed fo 
45 :0186| :037, :056 :074 :084) :09| :14| :18| :28| :37| :46] :56 | 1:14 | 1:32 | 3:04 | 7:40 | 15:20) 45 
50 :0166| :033) :066 :075| :08 213 216 325 33 241 250 | 1:06 | 1:23 | 2:46 | 6:54 13:48] 50 bee 
60 :0138 028) :042| :056; :063} :07 114 :28 333 :44 56 | 1:09 | 2:18 | 5:45 11:30) 60 ritish 
70 ':0118| :024 :036 :048 :054) :06 312 :18 724 | 3:30 36 48 759 | 1:58 | 4:55 9:51) 7 
oplate 
EXAMPLE 1:15=1 hour 15 minutes Whil: 
R (Courtesy of the General Chemical Company) aled 
: Table I dating 
4. The presence of excess boric acid, while gen and modified halogen baths. The sulfate, is an additional advantage since alld Res 
not effecting the deposit, reduces the ten- halogen types and fluoborate are acid baths tin baths must be heated for best resulsfi, “ 
dency for decomposition of the lead fluo- and the stannate is an alkaline bath. In commercial practice, approximately we 
borate and any formation of lead fluoride The tin fluoborate “concentrate” com- part of the tin fluoborate “concenerate' IM) .| : 
‘ sludge. v2 mercially obtainable is a 45% -50% water- diluted with 3 parts of water. The res hat p 
5. By the addition of the proper amount of white solution containing approximately ing plating solution, after additional i ister 
glue there is less tendency for the deposit 20% of tin (as metal). The “concentrate” fluoboric acid (as 42% fluoboric acid) MM asin. 
ad = trees and the deposits are finer- also contains 3%-4% free boric and fluo- boric acids are added, will possess the Mi. no}; 
boric acids in its typical analysis. lowing composition: Bom b 
yeratures are entirely sandadaee As previously pointed out the tin fluo Stannous fluoborate 200 g./L. (26.8 07. niipeally 
I ) “ ¥ borate solution is acidic in nature and, there- Tin (as metal) .. 81 “ (108 ating 
Tin Bath fore, operates at a cathode efficiency of Fluoboric acid ...42-60 “ (5.6-80° IEE nicl 
im pains 95%-100%; undoubtedly due to the fact 29-30 “  (2.9-4,0 * 


Previously no satisfactory method for the that tin is bivalent in an acid bath while al ap 


commercial preparation of tin  fluoborate 
was found, undoubtedly due to the fact 


tetravalent in an alkaline bath. The re- 
sistance of the acid bath is 4 to ™% that of 


In barrel plating solutions the concen 
tion of the stannous fluoborate in the! 


uring 


porly 


that there exists no tin compound, such as the alkaline bath. Due to the high —— formulation ond doubled, the CONE porte 
stannous hydroxide, for example, which electrical conductivity of the tin  fluo- sean of the fluoboric acid and boric a 7, 
could be economically dissolved in fluoboric borate solution the tin anodes dissolve remaining the same. ropos 
acid without introducing any other acid with such anode current efficiency that The addition agents used in the Hive me 


or metallic radicals. However, at present, maintenance of the bath is not difficult. fluoborate bath are the same as for thea io tn 
the availibility of a tin fluoborate “concen- An insoluble precipitate of tin oxide is ventional acid baths, namely, glue, log). 
trate” allows the plater to utilize the tin less liable to form in an acid bath than root and beta-naphthol in concentratiot 
fluoborate plating bath for obtaining electro- and alkaline bath. Furthermore, the simpli- 6, 1, and 1 g/L. respectively. These 
deposits of tin from such electrolytes. Thus, city of the tin fluoborate bath makes it less terials are best added to the tin fluo 
another type of plating bath is added to the difficult to control in plant production. The bath in the following manner: dissl't ‘ 
other more commonly used tin plating elec- bath operates effectively at room tempera- additions agents (after soaking the glu : 
trolytes, namely, the sulfate, stannate, halo- ture with excellent throwing power. This (Continued on page 1%) 
RATE OF TIN DEPOSITION FROM THE STANNOUS FLUOBORATE BATH 
(100% CATHODE EFFICIENCY) 
Thickness 0.0001 | .0002 -0003 -0004 -0005 -0006 -0007 -0008 .0009 001 -002 .003 
in Inches \ 
on 
Oz. per ral 
Sq. Ft. 0.0607 |} .1214 | .1821 -3035 -3642 -4249 4856 | .5463 1.214 1.821 
Amp/f? _ Time in Hours and Minutes Amp/t 
5 7094 | :188 | :28 237 247 :56 :66 275 1:24 1:34 | 3:07 | 4:41 5 ted 
10 2047 2094 214 219 224 :28 333 337 242 247 1:34 2:21 10 the 
15 031 2062 | :09 212 216 319 322 225 :28 231 1:02 1:34 | 15 an 
20 2024 | :047 | :07 09 312 214 216 219 :21 :23 :47 1:10 | 
25 :037 :056 :07 :09 211 213 215 217 19 237 :56 25 
30 2016 | :031 | :047 | :06 08 2:09 311 212 214 216 231 47 | 30 Pos 
35 7013 | 226 | :040 | :05 :07 08 09 211 212 213 :27 :40 35 ictil 
40 2011 | :024 | :035 | :047 | :06 :07 08 2:09 311 212 224 335 40 he ar 
45 | 3010 | :021 | :031 | :042 | :05 06 107 08 209 :10 :20 231 45 
50 :009 2019 :028 2037 2047 :056 2066 2075 :08 209 :28 50 


EXAMPLE: 1:24 = 1 hour 24 minutes Londo 
(Courtesy of the General Chemical Company) 


Table 2 
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isp ction Tests for the Adhesion of Electroplated Coatings 
W th Particplar Reference to the B.N.F. Adhesion Test 


_ By A. W. HOTHERSALL and C, 


Introduction 


N ADIESION test suitable for use in 
the inspection of electroplated coatings 
nickel and chromium and of other metals 
: heen developed. The lack of a suitable 
been a notable omission in specifi- 
tions of electroplated coatings! and the 
ped for a reliable test of general application 
5: been expressed by the Committee of the 
ritish Standards Institution which is en- 
sced in formulating specifications for elec- 
oplated coatings. 
Whilst weak adhesion is sometimes re- 
iled by detachment of the deposit during 
Jating or finishing processes, poorly adher- 
1t coatings are often passed out into service, 
here they may peel or blister owing to the 
fects of corrosion or local abrasion or a 
bination of both. Corrosion tests of 
ickel plated steel and aluminum have shown 
hat poorly adherent coatings tended to 
ister rapidly and extensively when the 
iting was thin and porous, whereas 
adherent coatings remained free 
m blisters for a longer period, although 
Deally pitted at the site of pores on the 
ating. Since the chief criterion of failure 
f nickel and chromium plating for many 
irposes is the inability to restore the origi- 
al appearance by cleaning, the rejection 
uring inspection of non-adherent or very 
rly adherent coatings is a matter of great 
nportance. 
rhe numerous methods which have been 
roposed for testing the adhesion of protec- 
e metallic coatings may be broadly divided 
to two classes: 


st has 


rongly 


(1) Those methods in which the coated 
article is permanently deformed (e.g., 
by bending, hammering, extending, in- 
denting, cupping, twisting, etc.). 

2) Those methods in which the coating 
is scraped, pulled or levered from the 
base; for reliable results, thin coatings 
must be reinforced in some suitable 
way, for example, by building up to 
allow a grip to be obtained. An allied 
method is burnishing, in which the 
coating is locally extended. 

None of these methods is suitable for gen- 

ral use in the inspection of protective coat- 

ngs due to difficulty of standardization; for 
xample, tests involving deformation of the 
ated metal vary in their severity according 


+h + 2 
‘ie relative properties of base and of coat- 


Brg and also to the thickness of the coating, 
Png most severe for a thick, hard, brittle 
posit ! least severe for a thin, soft, 


puctile ting; they involve destruction of 


© artic's tested and are not applicable to 
1 types article. Methods of reinforcing 


Ser: nted to the Electrodepositors’ Tech- 
pascilh t the Northampton Polytechnic, 
on Monday, 24th April, 1944. Re- 
ith the permission of the Society. 
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the coating to enable a tearing stress to be 
imposed on the junction are either slow 
(building up) or involve the use of heat 
(soldering), which may improve the degree 
of adhesion. 

A skilled operator can detect a poorly ad- 
herent coating by burnishing or by careful 
cutting and scraping with a sharp blade. 
Success with these methods is, however, de- 
pendent to a large extent on the experience 
of the operator, and the reliability of these 
tests varies with the properties of the de- 
posit and of the basis metal. 

An ideal adhesion test for use in the in- 
spection of plated coatings would be inde- 
pendent of the following variables:—skill of 
the operator, composition and properties of 
the basis metal, properties of the deposit, 
presence of undercoatings, thickness of de- 
posit (e.g., within the range 0.0001-0.002”), 
shape and size of article. It would also be 
capable of detecting poor adhesion locally as 
well as generally and would not be critically 
dependent on the conditions of testing. It 
would not damage the article so that repair 
by replating could not be undertaken. 

It has been assumed in this work that an 
inspection test will only be needed for coat- 
ings, within the above range of thickness, 
on a smooth surface, and that it will only be 


required to detect non-adherent or, at the 
best, very slightly adherent coatings. 
Three types of tests have been investi- 


gated; each type embodied the same princi- 
ple for indicating weak adhesion, viz., the 
deposit was made to extend, generally or 


he 
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locally according to the test employed, re- 
sulting in flaking or blistering at non-adher- 
ent areas. In general, the three methods, 
A, B and C, differed only in the means of 
producing the expansion of the coating; 
methods A and B employed the principle of 
subjecting the coating locally to a multitude 
of light blows which caused it to extend, 
especially near its surface, poor adhesion 
being shown by the formation of blisters. 

A.—The B.N.F. Adhesion Test. A vibrat- 
ing ball-ended hammer, actuated by a fluctu- 
ating magnetic field, was used to bombard 
the surface. 

B.—Shot Impingement Test. The surface 
was bombarded with rounded steel balls such 
as the steel shot ordinarily used for shot 
blasting. 

C.—The Electrolytic Test. The component 
under test was made the cathode in a solution 
of dilute sulphuric acid, with the result that 
the deposit became saturated with hydrogen, 
which diffused into the nickel. Weak ad- 
hesion was shown by blistering, or by crack- 
ing and exfoliation of the deposit over the 
area tested. 

Methods B and C are of less importance 
than method A 
below and 


because of disadvantages 
have 
relegated to the Appendix. 


The B.N.F. Adhesion Test 


Description of Apparatus. 


described therefore been 


After a number of trials with vibrating 
hammers actuated in different ways, an ap- 


Adhesion Tester. 


* See Fig. 2. 
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Fig. 2. Laboratory model of B.N.F. adhesion 
tester. 


paratus was developed which was found to 
give satisfactory results on articles of vari- 
ous shapes. In preliminary tests, hammers 
were fixed to the arm of an electric bell 
assembly, but this method was not readily 
applicable to recessed areas. It was found 
that a more satisfactory method was to fix 
the hammer to a reed which was mounted 
adjacent to an electro-magnet actuated by 
alternating current. 

The laboratory model of the apparatus is 
illustrated in Figs. 1 and 2. An E-shaped 
yoke (1), 1.0” width, was built from stalloy 
transformer laminations, and was fitted with 
a bobbin wound with cotton-covered wire 
(24 S.W.G.). A bracket of brass (2) at- 
tached to each of the side legs of the yoke 
served the double purpose of fixing the yoke 
to an oak hood and also of holding the steel 
reed, 4 x 1 x 0.02” in size, which was bolted 
on to two cushions of solid rubber (6). 

In order to allow the blows of the hammer 
to be distributed over a small area and thus 
to encourage the production of a blister, the 
hardened steel hammer (3) with a spherical 
head, 0.06” in diameter, was mounted in a 
piece of spring belting 3/16” diameter, 244” 
long, which was soldered to the reed, thus 
giving a flexible hammer. When completely 
assembled the apparatus was suspended by 
the hood from a steel rod which was adjust- 
ably clamped to a retort stand (Fig. 2). The 
test was applied by holding the component 
under the hammer which was loosely guided 
by the fingers. Blisters were usually formed 
in weakly adherent coatings within ten sec- 
onds; if the coating did not blister within 
one minute, the test was discontinued. 


Investigation of the B.N.F. Test. 
1. Degree of Adhesion. 

Since it was assumed that, for inspection 
purposes, the test would only be required 
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to detect non-adherent or, at the best, only 
slightly adherent coatings, difficulty was ex- 
perienced in obtaining a standard of refer- 
ence by which the validity of the test could 
be established. 

Several methods are available and are used 
in electroforming processes for producing 
deposits with so slight a degree of adhesion 
that they can be readily peeled off; for ex- 
ample, brushing the surface with graphite or 
treatment with solutions which produce films 
on the surface (sulphide solutions, dichro- 
mate solutions). It was considered that the 
degree of adhesion obtained by these treat- 
ments was sufficiently small for the coatings 
to be classed as non-adherent. 

Other methods which were used in this 
work to give a similar low degree of adhe- 
sion were: 

(i) Dipping in a solution of copper car- 
bonate in ammonia (composition:— 
Copper carbonate 45 g. ammonia [sp. 
gr. 0.880] 110 ml., water 350 ml., tem- 
perature-—-70°C., time of treatment 
minute). 

(ii) Cathodic treatment for 4 minutes at 
50 amp. per sq. ft., in a stock alkaline 
cleaning solution, originally made to 
the composition 50 g. per litre of 
sodium hydroxide, 50 g. per litre of 
sodium carbonate, using nickel an- 
odes; as previously shown,? the de- 
gree of adhesion of electrodeposited 
nickel to brass which was treated in 
this way before deposition decreased 
progressively with increase in the 
time of treatment, due to the slow 
deposition of a film of powdery 
deposit. 

Soft nickel deposits, 0.0005” in thickness, 
were prepared on brass sheets which had 
been cathodically treated for progressively 
increasing times in the alkaline solution be- 
fore nickel deposition, and were tested by the 
B.N.F. adhesion test. No blisters were formed 
in the deposits prepared on brass which had 
been treated for less than 4 minutes but 
with 4 or more minutes’ treatment, blisters 
were produced; when the latter deposits 
were tested by careful scraping with a sharp 
blade, they could be peeled off the brass. 
Scouring of the brass with precipitated chalk 
after the cathodic treatment removed the 
powdery deposit and resulted in a more 
strongly adherent nickel deposit, which could 
not then be blistered in the B.N.F. test. 
Nickel deposits, 0.0005” in thickness, on 


TABLE 1.—-COMPARISON BETWEEN B.N.F. ADHESION TEST AND 
DEGREE OF ADHESION. 


brass sheets which had been prv-treate 
render the deposit non-adherent hy 
methods mentioned above, were blistens 
within 10 geconds by application of 4 
B.N.F. adhesion test. 

Only two methods were available fo = 
ducing coatings with a measurable degre, 
adhesion which was low but even and {yj 
reproducible: 

(A) Using as a basis metal brass y 
had been rubbed with coarse emery p 


or cloth and prepared for nickel platiny ig. 3. 
a cleaning method involving no etchiy: on 
Nickel deposits prepared in this way 

be easily peeled off with the fingers, hesior 
fracture occurring in the surface of the }jp the 1 
a film of which is found on the under sj rding 
the detached deposit. The degree of , the 
sion, determined quantitatively, was { Les to 
to vary from approximately 0.5—2.3 ton. ss, On 


sq. inch according to the method of pr 
ing the surface and, by applying the B.\ 


adhesion test to a surface adjacent to | nde o 
from which the deposit was pulled in ferred 
quantitative test, it was possible to obtain :fijeed i 
direct comparison between the two very 
on individual test pieces and thus to attenpl Tests 
to determine the limiting degree of adhesin testi 
above which blisters could not be formed | ham 
the B.N.F. test. lepo 

For this purpose, the quantitative adhesofiiiade u 


test previously described by the authors’ wallibove. 
suitable; the test pieces consisted of brs 
rods (60: 40) fitted with brass bushes, th 
face of the rod being exactly flush with thi Blist 


Pro| 


of the bush. The common face of rod anifgmpeonds 
bush was rubbed with coarse emery clot heret 
and the test pieces were cathodically cleansif™mrdne: 
in a cold alkaline solution (sodium hydnrfiifingle 


ide plus sodium carbonate), with and wil 
out previous immersion in a_ boiling met 
cleaning solution (sodium carbonate pi 
sodium silicate), followed by scrubbing wi 
precipitated chalk. The whole of the sp 
men was then nickel plated to an avert hai 
thickness of 0.0008”, and the B.N.F, adieimrmed 
sion test was applied to that face of the hui ,mmM)-0002 
which had been rubbed with emery. !! ith 0 
test piece was then stopped off in the usw iced | 
way and built up with nickel to the requit arefu 
thickness (about 0.03” for this degree BD ique 


adhesion) ; the load required to pull the «it K 
out of the bush was determined in an Ams qjmPecia 
testing machine and provided a measure stets 


the degree of adhesion. The results 
shown in Table 1. 


(B) Depositing nickel on tinplate, ™ 


com 


QUANTITATIVE B.N.F. ADHESIOS 
ADHESION TEST. TEST. 
load Ibs. tons/sq.in. | 
Cathodic alkali pea me 142 0°57 no blistering 
Chalk scrub ... 197 0°79 - ; 
Hot cleaner ; cathodic alkali; 305 1°22 
Chalk scrub .. is 580 2°32 
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TABLE 2.—APPLICATION OF B.N.F. ADHESION TEST TO COATINGS OF 
Var1ous HARDNESSES AND THICKNESSES. 


HARb- THICKNESS (INCH) 
COATING. NESS BASIS 
D.P.H.*| Merat| |MepiuM| THICK 
Chromium 900 Brass — 00005 — 
0°001 
ting ig. 3. Blisters produced in nickel deposit Bright Sulphonate type (a) 545 a _- 0°0005 | 0°003 q 
tel on aluminum by the B.N.F. tester. | = Sarat! © j 
hing 
ay | Bright poly-sulphonate 
rs, hesion of the coating probably lying with- type 545 — 0°0005 
bras the range 0.75-1.5 tons per sq. inch ac- - 
si rding to the thickness of tin.’ Application 2) Bright Nickel Cobalt type(c) | 430 “ — 0°0005 | 0-003 
{ a the B.N.F. adhesion test for extended 4 —- 
mes to soft nickel deposits 0.0005” in thick- Double salt ao 260 a = 0°0005 —_— 
ons on various grades of tinplate failed to 
prepameduce blisters. 00001 | 0°0005 | 0-003 
The > sc ir suogesti Sin le salt 150+ 
BN The above re ult confirm the _ Suggestion, £ ” 0:00025| 0-001 
tot nde on the basis of the qualitative tests : 
I ferred to above, that blisters are only pro- Mild 
btain in the B.N.F. test with non-adherent Copper (Cyanide) 1507 0°0005 — 
Steel 
nethodsfil/™ very slightly adherent coatings. 
Lemp Tests of the effect of variables such as time ‘ld 
dhesion testing, size of hammer head, amplitude Cadmium (bright) 53t Mi 0°0005 
med hammer blow, properties and thickness Stee 
leposit and hardness of basis metal were 
using one of the methods, referred to Zine 50t Mild 0-0005 
rs’ of producing non-adherent coatings. Steel 
“4 Properties and Thickness of Coatings. Tin st Mild 0-0905 
th thie Blisters were produced, usually within 10 Steel 
id anmmeconds of commencing the test, non- 
Hherent coatings having a wide range of 
and thickness; the tests included Nickel-chromium Brass 0°001 
iydronfmmingle and composite deposits. Details of the 
withfmmests are given in Table 2. 
milf Well-formed blisters were produced over * Hardness values obtained in other work under similar conditions of deposition. 
e range of thickness of nickel tested, ex- t Brinell hardness numbers. 
gy pt for the thinnest coatings (0.0001”) (a) U.S.P. 1,818,229. (b) U.S.P. 1,972,693. (c) U.S.P. 2,026,718. 
spec: fmmnich tended to flake when bombarded with 
vera hammer; a round blister (Fig. 3) was pared on basis metals of various hardnesses known to give strong adhesion was employed 
adiefmmormed in coatings of average thickness (see Table 3). prior to plating; the surface was, however, 
e hush ND.00025-0.0015”), whilst an annular blister, With the exception of the lead specimens matted by the hammer blows (Fig. 4). 
Te fmeth or without a central mound, was pro- the tests were carried out in the normal way. Sections were prepared for micro-examina- 
u iced in the thickest coatings above 0.0015”. It was found necessary to bombard coatings tion to show the effect of the bombardment 
qui areful examination of the surface with on lead with blows of small amplitude, ob- of plated hard steel and annealed copper 
ree Hlique illumination appeared desirable with tainable in practice simply by damping down specimens by the hammer. The deposit was 
he a ck coatings (greater than 0.002-0.003”) manually the vibration of the hammer. found to have been slightly thinned, more 
\m Bpecially when hard and tough, since the Blisters were not produced on any of these especially on the hard steel, in the area bom- 
ar isters were sometimes difficult to detect. hasis-metals when a_ cleaning procedure barded, but there was no evidence of any 
5 Piticulty was experienced in producing non- 
herent deposits of chromium alone, and it ‘ 
_ TABLE 3.—APPLICATION OF B.N.F. ADHESION TEST TO 
of nickel-copper (e.g., 0.0002”) as an CoaTtincs on Various Basis METALS. 
lercoat. 
| Hardness of Basis Metal Basis METAL. THICKNESS OF Deposit (INCH) 
q Blisters were pr luced | 
produced, within 10 seconds NICKE 
— i commencing the B.N.F. Adhesion Test, in — CopPER. | NICKEL. 
nickel and copper deposits pre- 
PE I P No. 0°0005 0-003 | 00005 0°003 
| 
Lead 5 * * 
Mild Steel... 100 — | * -- 
Hardened Steel ... 400 — — | . 
_ BBBF is. 4. Adherent nickel coating (no blisters). * Tests applied and deposits blistered. 
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TaBLe 4.—B.N.F. ADHESION TESTS ON COMMERCIALLY PLATED ARTICLES. 


* Separation was effected by filing a portion of a 
§ See Fig. 5. 
+ See Fig. 6. 
+ See Fig. 7. 


Fig. 5. Bright nickel on lock frame 
(blistered). 
local penetration of the hammer into the 


soft copper such as might have tended to 
lock the deposit to the base; the surface of 
the copper showed only shallow undulations. 


4. Size of Hammer and Amplitude of Blow. 

Hammers having diameters of head of 0.03, 
0.06, 0.125 and 0.25” were tried. Blisters 
were produced in non-adherent nickel de- 
posits, 0.0005 and 0.003” in thickness on 
brass, within 10 seconds with all these ham- 
mers. After some experiments it appeared 
that, whilst the diameter of the hammer 
head was not critical, the smaller sizes tended 
to produce more easily visible blisters in a 
shorter time; 0.06” diameter appeared likely 
to be the most serviceable. 

Variations in the amplitude of blow, pro- 
duced by holding the specimen at different 
distances from the hammer, did not appear 
to lengthen appreciably the time required 
to produce blisters except with thick de- 
posits. With non-adherent nickel deposits, 
0.0005” in thickness on brass, blisters were 
produced within 10 seconds with various 
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amplitudes of blow using hammers 0.03, 0.06 
and 0.125” in diameter; pegods of up to 5 
minutes were required with deposits 0.003” 
in thickness. There was, however, no diff- 
culty in judging the maximum amplitude by 
adjusting the distance between hammer and 
specimen to give the maximum sound. 


Application of the B.N.F. Adhesion Test 
to Commercially Plated Specimens. 


Tests were made on 52 articles of various 
types which had been plated with nickel and 
chromium in different plating establishments. 
Typical results are shown in Table 4 and 
illustrated in Figs. 4-7. Check tests were 
made on a number of these components by 
(a) building up the existing deposit to a 
thickness of 0.01” and testing the adhesion 
with hammer and chisel or pliers, (5) 
scraping with a razor blade or scalpel. Good 
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corner and peeling off. 


Left: Fig. 6. Nickel 
on brass globe cock 


(blistered). 


Right: Fig. 7. Bright 
nickel on brass door 
handle (blistered). 


agreement was found between the diffe 
tests, although, as might be expected, ' 
B.N.F. test proved more reliable in de 
ing poor adhesion than scraping with a 
Some coatings which could not be sepatil’ 
with a blade were readily detachable « 
being loosened locally by the 
hammer. 


ViDIaues 


Applications to Coatings Formed © 
Metal Spraying, Sherardising, 
ing, Etc. 


The apparatus was developed prim 
for testing electroplated coatin:s, bw! 
may be useful for other types of 0a” 
both metallic and non-metallic. e 


has not been fully explored, but 
tests, made chiefly on sherardized 10 
films, gave encouraging results. 


(To be concluded in Jie) 


B.N.F. ADHESION TEST. Buitpinc Up. Razor Tks) 
COATING. SIGNIFICANT | Non-SIGNIFI- SIGNIFICANT SIGNIFICAN! Non-S:ontpy 
SURFACE. | CANT SURFACE. SURFACE. SURFACE. CANT Sortie 
1. Radiator grille ...| Chromium ...}| Brass | Unblistered | One blister No separation | separati 
2. Lorry mascot ... Zinc | Blistered Unblistered Separation® ... 
3. Hub Brass | Unblistered — No separation | No sepiratio 
4. Radiator caps ... Strongly adherent 
5. Radiator rib... Blistered No separation | Separation 
6. Small grills... = = separatioy 
8. Bath waste Bright nickel Blistered Separatio: 
9. Bath waste Matt nickel... I. 
10. Globe-cock Bright nickel Blistered+} Slightly adherent 
11. Lock frame... § Blistered Separation No separatioy pr 
12. Door handle _... + — Separation ral. tl 
14. Head lamp Chromium ... Unblistered — Petals 
¢ or 
Bnd pl 
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Ceilings for Metal Finishing Services 


STATEMENT OF CONSIDERATIONS INVOLVED IN THE ISSUANCE OF MAXIMUM PRICE REGULATION 581 


‘atio 


I. for the Regulation 


regulation establishes maximum 
atio | prices for industrial services. In gen- 
n Sal. these services comprise all jobbing shop 
perations performed in the fabrication of 
Betals or metal products, all jobbing shop 
Bperations performed in the treatment, coat- 
« or finishing of metals or metal products, 
and plating on plastics and other non-metal- 
Hic materials. Repair and maintenance serv- 
rendered on machinery and industrial 
e juipment are also covered by this regula- 
bon. However, automotive, construction, road 
Maintenance and farm equipment repairs are 
ot covered by this regulation. 
Maximum prices for the services covered 
y this regulation, which are rendered in 
nnection with the production of a com- 
odity, were heretofore established by Maxi- 
um Price Regulation 136, as amended. 
Machines and Parts, and Machinery Serv- 
es) and Revised Maximum Price Regula- 
on 165 (Services). The determination of 
hich of these regulations was applicable to 
e supply of a particular service was de- 
endent upon the end use of the finished 
roduct. If it was a machine or part, as 
efined in Maximum Price Regulation 136, 
s amended, the service was to be priced 
nder that regulation. Otherwise, the serv- 
e was to be priced under Revised Maximum 
Price Regulation 165. 


This method of determining the applicable 
egulation was confusing to service suppliers 
because it was not customary for them to 
fistinguish between services supplied by 
hem on the basis of the end use of the fin- 
shed product. Also, in many cases, the 
Pe'vice supplier was unaware of the end use 
Mo which the finished product would be put. 
men after these problems were resolved, 
meervice suppliers found it difficult to apply 
wo regulations, with different pricing meth- 
meds, to their businesses. 
alll "hi adoption of a single regulation for 
BR" industrial services should resolve these 
Beith ulties. Further, the language is simpler 
{itn Maximum Price Regulation 136, as 
Ponte ™enced, which covered the bulk of these 
and technical phraseology has been 
wherever possible. 


pair and maintenance services cov- 
»yY ‘ais regulation are, for the most part, 
erp oy the same persons who supply 


services covered by this regulation. 
4 ee y, those repair and maintenance 


re covered by this regulation in 
void requiring persons subject to 


this regulation to price under two regulations. 


In order to further simplify pricing for 
service suppliers, provision has been made to 
permit them to price the sale of commodities 
under this regulation. This will be done 
only where the seller’s principal business is 
the supplying of services subject to this 
regulation and he occasionally sells com- 
modities made to a user’s specifications. 


Il, The Pricing Provisions of the 
Regulation 


The maximum prices of industrial serv- 
ices are established by using March 31, 1942, 
as a base date for pricing purposes. The 
use of this date will result in maximum prices 
which are in line with the level of maximum 
prices which were established by the regula- 
tions to which these services were formerly 
subject. Maximum Price Regulation 136, 
as amended, had a March 31, 1942, base date 
for services and Revised Maximum Price 
Regulation 165 has a March, 1942 base 
period. 

The maximum price for a service in which 
the supplier dealt on March 31, 1942, is the 
price at which he would have supplied the 
service on that date to a purchaser of the 
same class. Where the supplier had a pub- 
lished price list in effect on March 31, 1942, 
this price is determined by adjusting the 
price or rate stated in that price list to 
reflect the supplier’s March 31, 1942, differ- 
entials between classes of purchasers. Where 
the supplier did not have a published price 
list in effect on March 31, 1942, the maxi- 
mum price is the highest price or rate at 
which he sold a service which he supplied 
more than once during the period January 1 
to March 31, 1942, inclusive, adjusted to 
reflect the supplier’s March 31, 1942, differ- 
entials between classes of purchasers. 

The foregoing provisions, it is believed, 
will cover most industrial services. In the 
case of services which cannot be priced in 
accordance with any of these methods, the 
supplier is to determine his maximum price 
by using the same method of computation 
and the same labor rates, or costs, material 
prices, machine hour or equipment rates, if 
any, and the overhead and profit rate, for 
services of the same type, which were in 
effect in his shop on March 31, 1942. If the 
supplier had no such pricing method in effect 
on March 31, 1942, or if he was not supply- 
ing services of the same type on that date, 
he must apply to the Office of Price Adminis- 
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tration for the approval of a pricing method 
or rate. 

Provision is made in the regulation for 
individual price adjustments. This _provi- 
sion is in line with the stated adjustment 
policy of the Office of Price Administration. 


HI. Conclusion 


All provisions of this regulation and their 
effect upon business practices, cost prac- 
tices or methods, or means or aids to dis- 
tribution in the industry or industries affected 
have been carefully considered. No provi- 
sions which might have the effect of requir- 
ing a change in such practices, means, aids 
or methods established in the industry or 
industries affected, have been included in the 
regulation unless such provisions have been 
found necessary to achieve effective price 
control and to prevent circumvention or 
evasion of the regulation or of the Act. To 
the extent that the provisions of this regu- 
lation compel or may operate to compel 
changes in business practices, cost practices 
or methods, or means or aids to distribution 
established in the industry or industries 
affected, such provisions are necessary to 
prevent circumvention or evasion of this regu- 
lation or of the Emergency Price Control Act 
of 1942, as amended. 

Before issuing their regulation, the Price 
Administrator has, so far as practicable, con- 
sulted with representative members of the 
industries which are affected by this regula- 
tion. Meetings were held with the Heat 
Treating, Hot-Dip Galvanizing, and Plating 
and Enameling Industry Advisory Commit- 
tees at which a tentative draft of the regu- 
lation was submitted and discussed. In addi- 
tion, meetings were held with service sup- 
pliers, not represented by these committees, 
in San Francisco, Los Angeles, New York 
and Cleveland, at which a tentative draft 
of the regulation was submitted and dis- 
cussed. As a result of these meetings, a 
number of recommendations were received 
from the industry. Each recommendation 
received was given full consideration and 
most of these suggestions have been incor- 
porated into the regulation. 

In the judgment of the Price Adminis- 
trator, the maximum prices established by 
this regulation are and will be generally fair 
and equitable and will effectuate the pur- 
poses of the Emergency Price Control Act 
of 1942, as amended. 

Issued this 26th day of March, 1945. 


CHESTER BOWLEs, 
Administrator. 


195 


‘NIFI 
RF ACS 
aq 
: 


Part 1499—Commodities and Services 
Section 1499.683 


[MPR 581] 


Industrial Services 


N THE judgment of the Price Adminis- 

trator, the maximum prices established 
by this regulation are and will be generally 
fair and equitable and will effectuate the 
purposes of the Emergency Price Control 
Act of 1942, as amended. A _ statement of 
the considerations involved in the issuance 
of this regulation has been issued simulta- 
neously herewith and filed with the Division 
of the Federal Register. 

Section 1. Services covered—(a) In gen- 
eral. This regulation covers the prices 
charged for the following services performed 
on material or products owned by another: 

(1) All jobbing shop 
tomarily performed in the fabrication of 
metals or metal products. These operations 
include abrading, adjusting, assembling, cut- 
ting, forming, grinding, machining, shaping 
and welding or otherwise joining. However, 
this regulation does not cover the forging of 
metals by the use of power-actuated ham- 
mers, pressing or forging machines. The 
forging of ferrous metals is covered by Maxi- 
mum Price Regulation 35l1—Ferrous Forg- 
angs (MPR 351); while the forging of 
non-ferrous metals is covered by» Revised 


operations cus- 


Maximum Price Regulation 165—Services 
(RMPR 165). 
(2) All jobbing shop operations cus- 


tomarily performed in the treatment, coat- 
ing, or finishing of metals or metal products. 
These operations include annealing, anodiz- 
ing, bonderizing, blasting, carbonizing, car- 
burizing, case-hardening, cleaning, caroniz- 
ing, deoxidizing, enameling, galvanizing, heat 
treating, heresiting, japanning, lacquering, 
lead coating, metallizing, nitriding, normal- 
izing, painting, pickling, phosphate coating, 
plating, polishing, sherardizing, shot peening, 
tempering and tinning. 

(3) Plating on plastics and other non- 
metallic materials. 

(6b) Exclusions— 

(3) Secret contracts. This regulation does 
not apply to services sold by you under a 
contract or subcontract that is certified in 
writing to the OPA as being “secret” by any 
agency of the United States or any agency 
of a country whose defense the President 
deems vital to the defense of the United 
States under the terms of the Lend-Lease 
Act. This certification must set forth the 
date of the secret contract or subcontract and 
its number or other designation. The certi- 
fying government agency shall notify the 
seller and the OPA whenever such contract 
or subcontract ceases to be contract. This 
exemption shall not apply after you receive 
such notification from the certifying govern- 
ment agency. 

(4) Developmental contracts—(i) Exclu- 
sion, This regulation does not apply to serv- 
ices sold by you under a contract or sub- 
contract that is certified in writing to the 
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OPA as being “developmental” by any 
agency of the United States or any agency 
of a country whose defense the President 
deems vital to the defense of the United 
States under the terms of the Lend-Lease 
Act. A contract is “developmental” during 
the period required for you to obtain suffi- 
cient experience to permit a fair estimate of 
your shop costs. If the OPA determines, 
after consultation with you and the appro- 
priate government agency, that the period 
necessary for development has expired, and 
in writing so notifies you and such agency, 
this regulation shall apply to all subsequent 
sales of the service. 

(ii) Report. You shall file a report with 
the Machinery Branch, Office of Price Ad- 
ministration, Washington 25, D. C., within 
ten days after you enter into a developmental 
contract or subcontract. This report must 
set forth a description of the services under 
the contract, a summary of the terms of the 
contract, and an estimate of the length of 
time that the work will be developmental. 
If you were operating under a developmental 
contract on March 31, 1945 (the effective 
date of this regulation), this report must be 
filed before April 30, 1945. You need not 
file a report if the developmental contract 
or subcontract is also certified as “confi- 
dential” or “restricted” by the certifying 
government agency. 

(c) Applicability. This regulation applies 
in the forty-eight states of the United States 
and in the District of Columbia, but not in 
the territories and possessions of the United 
States. 

Sec. 2. Prohibitions. On and after March 
31, 1945, regardless of any contract or other 
obligation: 

(a) You may not sell any service covered 
by this regulation at a price higher than your 
maximum price. 

(b) No person in the course of trade or 
business may buy any service covered by this 
regulation at a price higher than the maxi- 
mum price. 

(c) However, you may complete any con- 
tract entered into before March 31, 1945 
(the effective date of this regulation), if the 
price stated in that contract was permissible 
under the price schedule or regulation which 
was applicable to the transaction at the time 
the contract was made. 

Of course, you may charge lower prices 
than your maximum prices at any time. 


Sec. 3. Prices previously established. This 


regulation supersedes Revised Maximum 
Price Regulation 165—Services (RMPR 


165) and Maximum Price Regulation 136, 
as amended—Machines and Parts, and Ma- 
chinery Services (MPR 136), in so far as 
services covered by this regulation are con- 
cerned. However, all prices approved in 
writing by the OPA under MPR 136 remain 
in effect under this regulation. See section 
10 for filing requirements. 


Sec. 4. General pricing provisions. In de- 
termining your maximum price, use the first 
of the following provisions which applies .to 
you. Your maximum price shall be: 
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(a) List price. The price or rate {j, 
same service stated in the published 
list which you had in effect on Ma 
1942. This price or rate must be adjys 
order to reflect the price differential th, 
had in effect to a purchaser of the sam 
on March 31, 1942. Be sure to re, 
definition of “purchaser of the same 
in section 16 (e). See the next section ; 
additional charges that may be mad 
certain conditions. 

(b) Prices or rates charged Jany 
to March 31, 1942. The highest pric 
highest rate at which you sold a & 


which you performed more than once 


ing the period January 1 to March 31, \) 
inclusive. This price or rate must |y 


justed in order to reflect the price dij 


ential that you had in effect to a purchs 


of the same class on March 31, 1942 


sure to read the definition of “purchss 


of the same class” in section 16 (e), Se 
next section 5 for additional charges 
may be added under certain conditions 
(c) Pricing method. The price 
mined by the same method of computa 


and the same labor rates or costs, mateti 
prices, machine or equipment rates, if w 


and overhead and profit rate, which \ 


in effect in your shop on March 31, 4m 
for determining the selling prices of servix 


of the same type to a purchaser of the « 
class (as defined in section 16 (e) ). Whe 


take work of a new nature, you may qui 


a tentative price and determine your 
mum price (in accordance with this | 
graph) on the basis of your actual 
perience in a trial run, The maximum pr 
so established shall apply to the entire 
tract, including the trial run, 


You must keep records of the maxima 


prices determined under this paragraph 


for every job of $100 or more, an esti! 
record for each such job showing the met 
by which you determined these maxim 
prices, and the services to which those mt 
long as & 
Emergency Price Control Act of 19.4 


mum prices apply, for so 
amended, remains in effect. 

See the next section 5 for 
charges that may be added under cet! 
conditions. 

Sec. 5. Additional charges—(a) Overt! 
and shift premium. 
you had overtime or shift premium rates 
effect to your customers, your 


prices for overtime or shift premium W% 
must be determined by using these ™* 


If you had no overtime or shift pret 
rates in effect on March 31, 1942, you! 
add the actual amount of premium pall 
labor, or the estimated amount, if neces 
to the maximum“price. The amount 0!" 
charge must be determined by using 

rent labor rates. If you wish, you may 
rate the overtime or shift premium pa 


you over your standard work week. ¥ 
you do not so prorate the overtime oF * 


h 


premium charged by you, the extra “> 


for premium work must be state sepa! 


on the invoice. 
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the invoice. 

\uterials furnished incidental to the 
vice. Your maximum price for a service 
= ‘his regulation includes any materials 
" furnished incidental to the service. If on 
Just March 31, 1942, you made a separate charge 
tha for material furnished incidental to the serv- 
wa Be. you may continue this practice. This 
tae separate. charge may not be greater than 
‘ vour cost for the material (not to exceed 
applicable maximum price), plus the 
: came markup you applied on March 31, 

#042, If you did not furnish material in- 
Nit 


Fcidental to the service on March 31, 1942, 
price your charge for such material must be de- 


= termined under section 6. 
~ (c) Other additional charges. You may 
ah not make any charge for any incident of a 
be service if it was not your practice to do so 
© OR on March 31, 1942. You may not require a 
“y purchaser to pay a larger proportion of the 
z transportation costs incurred in the supply 
re of any service than you required a purchaser 
” of the same class to pay on March 31, 1942, 


Hfor the same or a similar type of service. 
If on March 31, 1942, you made a separate 
charge for packaging in connection with 
ons the supply of the same or a similar type 


ge of service, the amount of this separate charge 
" shall be determined by using current costs 
hy (not to exceed the applicable maximum 
| price) and the method of determining this 
SRE charge that you used on March 31, 1942. 
¢ SME See Supplementary Order 34 (Packing Ex- 
her penses on Sales to War Agencies) for special 
me packing expenses which you may add to 
' 1 your maximum price on deliveries to war 
iS | procurement agencies. If you were not sup- 
ual 


plying services of the same type on March 
D S31, 1942, your additional charges, if any, 
| must be determined under section 6. 

§ Sec. 6. Services which cannot be priced 
Bunder section 4. (a) If you cannot deter- 
po) “i mine a maximum price or rate under sec- 
“Be tion 4, you must apply in writing to the 


si SOPA for approval of a rate or pricing 
= method. his rate or method must result 
| In maximum prices which are in line with 
prices established by this regula- 
~ “Be tion for shops in your area doing similar 
) mwerk. Also, this rate or method must be 
it 


based on labor rates in effect in your area 
mor March 31,1942. A rate or pricing method 
m@Pproved under this section may apply to 
erin’ Your entire business or to any portion of 
Your business, 

its Tf you did not sell any services 
B during 1944, or if your sales of all services 
‘uring 1944 amounted to less than $75,000, 
: the application required under this section 
m™ust be filed with the appropriate OPA 
; district office. Otherwise, the application 
must be filed with the Machinery Branch, 
of Price Administration, Washington 
C. The application must contain a 
des ‘iption of the type of service, the pro- 
Posed: rate or pricing method, and an ex- 
maple showing how prices are determined 


i, a lance with this rate or method. 
. must also contain a full explanation of 
mthe ry 


ns why you cannot price this type 
under section 4. 
the case of a service for which ap- 


of ser 


(¢ 
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proval of a rate or pricing method is re- 
quested under this section, you may not 
accept payment in excess of 75% of the 
price determined in accordance with your 
proposed rate or pricing method until it 
has been approved by the OPA, but the 
proposed rate or pricing method shall be 
considered approved thirty days after re- 
ceipt by the OPA of the application (or 
any verification of the facts stated in the 
application which may have been requested), 
unless, within that time, OPA notifies you 
that your proposed rate or pricing method 
has been disapproved. Final settlement 
must be made in accordance with the action 
taken by the OPA on your proposed rate 
or pricing method, and where required re- 
funds shall be made. 

(d) OPA may at any time disapprove or 
revise a pricing method or rate established 
under this section so as to bring it into 
line with maximum prices established by 
this regulation in your area. 

(e) When you take work of a new ne- 
ture, you may quote a tentative price and 
determine your maximum price on tne basis 
of your actual experience in a trial run. The 
maximum price so established shall apply 
to the entire contract, including the trial 
run. Of course, in determining maximum 
prices under this paragraph, you must com- 
ply with the other provisions of this section. 

({) You must keep records of the maxi- 
mum prices determined under this section 
for every job of $100 or more, an estimate 
record for each such job showing the method 
by which you determined those maximum 
prices, and the services to which 
maximum prices apply, for go long as the 
Emergency Price Control Act of 1942. as 
amended, remains in effect. 

Sec. 7. Transfer of business. If you ac- 
quire the business, assets or stock in trade 
of any business after March 31, 1942, and 
you carry on the business, or continue to 


those 


supply the same type ef services, im an 
establishment separate from any other estab- 
lishment previously owned or operated by 
you, your maximum rates or prices shall be 
the same as those to which your transferor 
would have been subject if no such transfer 
had taken place, and your obligation to 
keep records sufficient to verify such rates 
or prices shall be the same. You must 
further prepare and file, (if your transferor 
has not already done so) and keep up to 
date, the statement required under section 
10. Your transferor shall preserve and turn 
over to you all records of transactions prior 
to the transfer which are necessary to en- 
able you to comply with the provisions of 
this regulation. 

Sec. 8. Taxes. If a tax or tax increase is 
imposed on a service covered by this regula- 
tion, and the tax law does not forbid you 
to pass the tax on to your customers, you 
may add the tax or tax increase to your 
maximum price, if you separately state it. 
However, if the tax was in effect on March 
31, 1942, and it was not your custom to 
charge extra for the tax on that date, you 
may not do so now. 

Sec. 9. Invoices. You must give the pur- 
chaser an invoice stating your name and 
address, the name and address of the pur- 


chaser, the service rendered, the price 
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charged and any statements of separate 
charges otherwise required by this regula- 
tion. This invoice must also contain the 
following statement: “Prices in this invoice 
are not higher than the maximum estab- 
lished by Maximum Price Regulation 581 
(Industrial Services)”. You must keep a 
copy of each such invoice for examination 
by the OPA, for so long as the Emergency 
Price Control Act of 1942, as amended, 
remains in effect. 

Sec. 10. Records; 
You must comply with the following pro- 
visions for keeping price records and for 
filing statements of your maximum prices: 

(a) Records. Preserve for examination 
by the OPA, for so long as the Emergency 
Price Control Act of 1942, as amended, re- 
mains in effect, all records regarding your 
prices, rates or pricing methods for serv- 
ices supplied or offered for supply by you 
during the period January 1 to March 31, 
1942, inclusive, which you had in your pos- 
session on the effective date of this regu- 
lation. 


filings of statements. 


(b) Filing of statements. (1) Prepare and 
keep for examination by the OPA, a state- 
ment of your maximum list prices or rates 
and pricing methods for purchasers of each 
class, together with an adequate description 
of each service to which they apply. If 
any of those prices, rates, or pricing meth- 
ods are different from those you had in 
effect on March 31, 1942, the statement 
must contain an explanation of such dif- 
ferences. If your maximum prices are based 
upon a flat rate manual or similar pricing 
manual or parts catalog or list, you may 
(instead of appending it to the statement) 
identify on the statement such 
manual, parts catalog or list by name, edi- 
tion, number and date, indicating the in- 
stances in which it was not your practice 
on March 31, 1942, to follow it. 

(2) If your sales of all services during 
1944 were less than $75,000, file a duplicate 
of your statement with the appropriate OPA 
district office. If your sales of all services 
during 1944 were $75,000, or more, file a 
duplicate of your statement with the Ma- 
chinery Branch, Office of Price Administra- 
tion, Washington 25, D. C., as well as with 
the appropriate OPA district Office. This 
statement shall be filed before April 30, 1945. 

(3) You must prepare and file a supple- 


clearly 


ment to the statement within thirty days 
of the date that your maximum price for 
a new kind of service is first established 
by this regulation. You must also prepare 
and file an appropriate supplement to the 
statement within ten days after any change 
in your maximum price is authorized by the 
OPA. These statements must be filed in 
accordance with (2) above. 

(4) The statement and all supplements 
thereto must be signed by you or your 
authorized agent. 

(5) If you can show that the foregoing 
requirements subject you to unusual hard- 


ship, you may apply to the Machinery 


Branch, Office of Price Administration, 
Washington 25, D. C., for written authoriza- 
tion to depart from these requirements. 


Such authorization will be given only if it 
will not be inconsistent with the purposes 
of this regulation. 
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Sec. ll. Violation—(a) License suspen- 
sion. The provisions of Licensing Order No. 
1, licensing all persons who make sales 
under price control, apply to you. Your 
license may be suspended for violations . of 
the license or of any price regulations ap- 
plicable to licensed sales. If your license 
is suspended, you may not, during the period 
of suspension make any sale for which 
your license has been suspended. 

(b) Civil and criminal action. If you vio- 
late any provisions of this regulation, you 
are subject to the criminal penalties, civil 
enforcement actions, license suspension pro- 
ceedings, and suits for treble damages pro- 
vided by the Emergency Price Control Act 
of 1942, as amended. 

(c) Record-keeping and filing violations; 
failure to establish maximum price. If you 
fail to keep the record or file the statements 
as required by sections 4 (c), 6 or 10. or 
if you fail to establish a maximum price 
under section 6, if you are required to do 
so, OPA may issue an order establishing 
maximum prices for the services you sell in 
line with prices established by this regula- 
tion. The maximum prices so established 
may apply to all or some of the services 
supplied by you after March 31, 1945. This 
will not relieve you of your obligation to 
comply with the requirements of sections 
4 (c), 6 or 10, or of the various penalties 
for any failure to do so. 


Sec. 12. Adjustments—(a) Adjustment 
based on hardship. The OPA may adjust 
any maximum price established under this 
regulation upon a demonstration of substan- 
tial financial hardship threatening your 
ability to continue to supply a service, sub- 
ject to the following limitations: 

(1) No adjustment will increase your 
maximum prices above the levels which the 
OPA considers necessary to permit you to 
continue the sale of your services. In judg- 
ing whether a maximum price will prevent 
you from continuing to sell a service, the 
OPA will take into account such pertinent 
factors as the nature of your business, your 
current costs of supplying the service and 
the over-all earnings of your business. 


(2) No adjustment will increase your 
maximum prices above the prices at which 
your customers are able to obtain the same 
or a fairly equivalent service from other 
suppliers. 

However, if, in the judgment of OPA, 
the loss of your services would be detri- 
mental to the effective prosecution of the 
war, or would impair the maintenance of an 
adequate wartime standard of living, the 
OPA may apply only the first of the above 
limitations. 

(b) Adjustment based on a decrease of 
other prices. The OPA may adjust any 
maximum price established under this regu- 
lation if you agree to make and (simultane- 
ously with any increase in your maximum 
price that may be authorized under this 
paragraph (b)) actually do make a reduc- 
tion in your selling prices which will equal 
or exceed the total dollar amount of the 
adjustment granted you under this para- 
graph. An adjustment will not be granted 
you under this paragraph, if your increases 
in price are to be made to civilian pur- 
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chasers and your decreases in price are to 
be made to governmental purchasers. 

An application for price adjustment under 
this paragraph (b) must show that your 


‘sales of the services affected by the adjust- 


ment will not be greater than it would have 
been in the absence of the adjustment. 
Whenever the OPA grants such an adjust- 
ment, it may require appropriate reports 
relating to the services affected. 

(c) Procedure. An application for ad- 
justment under paragraph (a) must be 
made on a copy of Form OPA 694-2169, 
set out in Appendix A. All applications for 
adjustment must be filed in accordance with 
Revised Procedural Regulation No. 1. 


If your sales of all services during the 
previous years were less than $75,000, you 
must file your application with the appro- 
priate OPA district office. Otherwise, file 
your application with the Office of Price 
Administration, Washington 25, D. C. Sup- 
plementary Order 28 sets forth additional 
rules which must be followed when your 
application is based on a pending wage or 
salary increase requiring approval of the 
National War Labor Board. 

(d) Price for deliveries pending disposi- 
tion of the application. After you have filed 
an application under this section 12, you 
may contract or agree that deliveries made 
during the pendency of the application shall 
be at the price requested in your applica- 
tion. However, you may not receive pay- 
ment in excess of the maximum price until 
your application is finally disposed of, 
and at that time the price received may 
not exceed the maximum price as determined 
by the OPA., 


If you wish to enter into such an arrange. 
ment, you must state the following to the 
buyer: 

(1) The maximum price for the service; 

(2) The fact that an appropriate applica- 
tion for an adjustment of the maximum 
price has been filed with the OPA; and 

(3) The fact that the specific price quoted 
by you is subject to approval by the OPA. 

Sec. 13. Petitions for amendment. If you 
seek a change in any provision of this 
regulation affecting sellers of a service gen- 
erally, you may file a petition for amendment 
in accordance with Revised Procedural Regu- 
lation No. 1. 


Sec. 14. Adjustable pricing. You may 
agree to sell at a price which can be in- 
creased up to the maximum price in effect 
at the time of delivery. However, except 
as provided in section 12 (Adjustments) 
you may not, unless authorized by the OPA, 
deliver or agree to deliver at prices to be 
adjusted upward in accordance with action 
taken by the OPA after delivery. Such 
authorization may be given when a request 
for a change in the applicable maximum 
price is pending, but only if the authoriza- 
tion is necessary to promote distribution or 
production and if it will not interfere with 
the purposes of the Emergency Price Con- 
trol Act of 1942, as amended. The authoriza- 
tion may be given by the Administrator or 
by any official of the OPA having authority 
to act upon the pending request for a change 
in price or to give the authorization. The 
authorization will be given by order. 
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Sec. 15. Pricing your sales of © mmodirp 
under this regulation. If your princiy 
business is the supplying of servi es gyhis 
to this regulation and you occas nally y) 
commodities (where you supply «'! the » 
terials and furnish the services) ade 
user’s specifications, OPA may, 
require you to price such sales ‘inder } 
regulation. Such an order will upersey 
the provisions of the applicable 
regulation. 

If you wish OPA to issue such an opi. 
apply to the appropriate OPA district of 
if your sales of all services during jy 
were less than $75,000, and to the Machine 
Branch, Office of Price Administratiy, 
Washing'on 25, D. C., if your sales of J 
services during 1944 were $75,000 or ino 

Sec. 16. Evasion. This regulation shall yy 
be evaded directly or indirectly by any » 
duction of your customary allowances, ; 
counts or other price differentials, or by ty 
agreements, or by deterioration of seryicg 
or otherwise. 

Sec. 17. Definitions and 
When used in this regulation: 

(a) “Appropriate OPA district 
means the district office of the Office of Prix 
Administration for the district where yor 
place of business is located. 

(b) “OPA” means the Office of Prix 
Administration. 

(c) “Person” includes an individual, 
poration, partnership, association, or am 


I Orde 


ym modity 


explanation 


other organized group of persons, or iE 


legal successor or representative of any ¢ 
the foregoing, and the United States or « 
other government, and the _ political si 
divisions and agencies of any of the fir 
going. 

(d) “Pricing method” is a_ method ¢ 
determining a price for a service by © 
lation to its actual or estimated costs. 

(e) “Purchaser of the same class” meat 
a purchaser belonging to the same prit 
class, that is, a group of purchasers to wha 
it was your established practice during t 
period January 1, to March 31, 1%2, i 
clusive, to supply the same service at a pe 
ticular price. If, during that period, w 
customarily supplied or offered to supp 
the same service to any purchaser at a piit 
different from the price or prices at whit 
you supplied or offered to supply the sam 
service to all other purchasers, that pu 
chaser is in a purchaser price class ! 
himself. 

If during the period January 1, to Ma 
31, 1942, inclusive, you had an establisit 
practice of charging the same price (0 
tain customers on the basis of standatt! 
(such as, the nature of the buyer—mal! 
facturer, wholesaler, retailer, etc., or ™ 
nature of the sale—large, small, cush, « 
etc.), you must place a new purchase! 
the same service in the proper purcii* 
price class in accordance with such st 
ards. If you had no such standards, ! 
must establish a price for the new 
chaser under section 6 of ‘his ™ 
lation. For the purposes of this definitit 
a “new purchaser” means a purchast 
whom you did not supply or otjer ‘0 
ply the same type of service ‘uring ™ 
period January 1, to Mareh 31, 42, 
sive. 
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MOAitive 


nation 


office 


if Price 


re vour 


“y is a fixed charge per unit of 
e. we or price. 

“fords” inelude books of account, 
iles slips, orders, vouchers, con- 


cts, pts, invoices, bills of lading, 
bd an er papers and documents relat- 
prices. 

(h) “sl” ineludes sell, supply, dispose, 
ster, lange, transfer, deliver, and con- 
its ard offers to do any of the foregoing. 
he terms “sale”, “selling”, “sold”, “seller”, 
wv", and “purchase”, shall be construed 
cordit 

(i) “You refers to any seller subject io 
is regulation. If you supply services through 


bore than one place of business, each such 
lace of business shall, for the purpose of 
is regulation, be considered a_ senarete 

bec. 18. Delegation of authority. The Price 
dministrator, any Regional Administrator 
nd any District Director who has _ been 
thorized to act by the Regional Adminis- 
ator having jurisdiction over his district, 
Bay establish, approve, correct or adjust 
bhaximum prices under sections 4, 6, 11, 12 
md 15 of this regulation. 


4: Form for Applications 
for Adjustment 


ippendix 


orm OPA 694--2169 
Approval waived by the Budget Bureau 
United States of America 
Office of Price Administration 
Washington, D C. 


Bpplication for adjustment of Maximum 
© Prices for Industrial Services Under Maxi- 
mum Price Regulation 581. 


Mompany Name 


Address 
(State) 


(Street) 


(City) 


& The following facts are furnished to the 
Mice of Price Administration in support of 
Mis application: 

# |. General description of company’s busi- 


Type of service for which price increase 
requested. 


DEPOSITION OF 


quart of hot water while stirring rapidly 
tantly. A uniform creamy mix is 
This mixture is then poured with 
ntinual stirring into the plating bath 
the latter stirred thoroughly. 


fluoborate bath is best operated 


3 
nd cor 


— 2. 


at current densities between 
-o0 emperes per square foot using an 
node athode ratio of 2 to 1. Current 
ensit etween 50-75 amperes per square 


be used with proper mechanical 
sing a stirrer or moving cathode 
ment. 


| The ‘e material should be pure tin and 
he ent constructed of rubber, Bake- 
bituminous-painted wood or sim- 
iar ] 


FINISHING, May, 


3. Describe war or civilian need of the 
service. 

1. Explain on a separate sheet why you 
are making a request for a price increase. 

5. State the names and addresses of com- 
petitors in your region rendering the same 
services and state the prices or rates charged 
by each. 

6. File the following information for the 
service described in Item 2 above. 

(a) Price or rate March 31, 1942 . $ 
Present price or rate $ 
Requested price or rate $ 
per 


Service unit (machine hour, man hour, ete.) 


(b) 

Total number of service units billed: 
Year ended.... 194 
Year ended... 194 

months ending 194 

Corresponding dollar amount of 


service billings (net) : 


Year ended... 194 
Year ended... 194 
months ending 194. 


Norte: This information as to sales of the 
service, for which you are requesting a price 
increase, must be submitted for the last two 
vears and for the most recent accounting 
period in the current year. 


7. Costs per service. 


Current 
Ceiling date Basis of 
date (month) allocation 
Maren (specify 
31, 1942 194. below) 
Total cost per serv- 
Average hourly wage 


rate, exclusive of over- 
time, for direct labor 
engaged in this service. . XXX 
Average number of 
hours worked per man 
per week (direct labor 
only) 


Important: if you have submitted any of 
the following information on Office of Price 


METALS FROM FLUOBORATE 


(Continued from page 190) 


A simple procedure for determining the 
tin metal content in the tin fluoborate bath 
is as follows: 

1. Pipette a 10 cc. sample of the plating 
solution and dilute it to 100 cc. in an 
Erlenmeyer flask; add 50 cc. of a 0.2N 
ferric chloride solution. This latter solu- 
tion is prepared by dissolving 55 g/L. 
of FeCls*6 H,O and adding approximately 
5-10 ce. /L. of concentrated HCl. 

2. Titrate the above solution with 0.2N 
potassium permanganate to a pink colora- 
tion which remains permanent for at 
least one minute. 

3. A blank should be run on the potassium 


permanganate; that is, the amount of 
potassium permanganate solution re- 
1945 


Administration Financial Report Forms A 
and B for certain periods or have reported 
the same on a previous application for ad- 
justment of a maximum price, you may omit 
these periods in your present report. In the 
case of a subsidiary wholly owned by a parent 
corporation, the financial data should be sub- 
mitted for the parent corporation. 

8. Submit balance sheets and profit and 
loss statements for the past three years and 
for the most recent accounting period in the 
current year. Note: Each profit and loss 
statement must contain a detailed break- 
down of cost of goods sold, administrative 
expenses, selling expenses, and cefficers’ sal- 
aries including the number of officers. 

9. Submit balance sheets and profit and 
statements on OPA Form A, Annual 
Financial Report, or your own prepared state- 
ments for the years 1936-1940. The filing 
of these data is optional, provided reports 
are available from the Bureau of Internal 
Revenue. Should the applicant prefer, this 
information will be requested by the Office 
of Price Administration directly from the 
Bureau of Internal Revenue. 


loss 


10. Are the salaries and wages of all your 
employees in compliance with the maximum 
established by the Office of Economic Stabili- 
zation? 

Yes or No 
state exceptions: 


If “No”. 


(Applicant) 


By 


(Title) 
I certify that the facts contained in the 
above application are true and correct. 


(Signature) 
Effective date: This regulation shall be- 
come effective Mareh 31, 1945. 


Note: All record keeping and reporting 
requirements of this regulation have been 
approved by the Bureau of the Budget in 
accordance with the Federal Reports Act 
of 1942. 

Issued this 26th day of March 1945. 

CuHEsTER BOWLES, 
4dministrator. 


SOLUTIONS 


quired to produce the same pink colora- 
tion in 50 ce. of the ferric chloride solu- 
tion similarly diluted. 

1. Subtracting the value in (3) from that 
in (2) gives the cc. of permanganate 
used. This value multiplied by 0.158 
equals the oz. per gallon of tin in the fluo- 
borate solution or 1.19 
gives the grams per liter of tin in solution. 
The free and total fluoboric acid may 

also be determined by chemical analysis as 

previously discussed in the section dealing 
with the control of the lead fluoborate solu- 
tion. Likewise the Hull cell is employed to 
determine the most suitable addition agent 
content. 

(To be concluded in June) 
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Modern finishing plant of Michigan Chrome & Chemical Co. 


Laboratory Control of Plating Operations 


Improves Quality, Reduces Rejects 


ABORATORY control of plating operations is a necessity in keep- 

ing quality up to the very high standard demanded by all war 
contracts. Michigan Chrome and Chemical Company operates a 
complete plating plant including bright chromium, hard chromium, 
copper (rochelle and high speed), cadmium, tin, silver, nickel, bronze 
and other metals. 


Prior to Lend-Lease, when the tempo of production was slower, 
control of plating operations was proportionately easier, although by 
no means of less value in quality control. However, since Lend- 
Lease and the increased demand of the war effort it has been found 
that if quality is to keep pace with production, and in some instances 
is to go ahead at all, precise methods of control are necessary at all 
hours of the day. To meet the ever present production control 
problems and to satisfy the restrictions and testing procedures set 
forth in the many plating specifications, Michigan Chrome and 
Chemical Company has vastly expanded and modernized their labora- 
tory facilities. 


This laboratory has proved to be one of the most profitable instal- 
lations in the plant. Quality has been improved, rejected parts due 
to improper bath conditions and other controllable factors have been 


View of analytical laboratory. 


nearly eliminated, and plant efficiency has been stepped up. | 
addition to applying laboratory control to their own operations, Mic! 
gan Chrome and Chemical Company has done similar work for other 
platers who do not have these facilities and has carried on resear 
on special problems for others. 

The Michigan Chrome and Chemical Company laboratory contains 
equipment of the newest types for the testing of plating solutions and 
plated parts, as well as a section, with its own darkroom, devoted 
metallographic work. Some of the more useful tests performed 
plating solutions include electro-analysis, pH determination, surface 
tension measurements and the Hull Cell test for bright plating rang 
Various instruments such as magnetic thickness gage, dropping tes 
apparatus and microscope are used to determine the thickness and 
other characteristics of deposits. Salt spray tests are conducted 
accordance with Army and Navy specifications. The metallograp! 
laboratory provides an accurate, permanent record of the structure 
of any material, since it is equipped to take photomicrographs of t! 
plate or basis metal at magnifications from twenty-five to two thou 
sand diameters. All of these various tests, when properly used and 
the results properly tabulated, enable the plater to maintain closet 
quality control over his production and to avoid costly mistakes. 


Another view of analytical laboratory. Rockwell hardness tester st 
extreme right. 


METAL FINISHING, May. 1945 


ell 
“a 
andi 
| 
> | | 


iew of department in which organic coating and stopping-off Organic coatings section of laboratory. Salt spray chamber at 
_ materials are tested. right. 


2 
thou Metallographic laboratory. Metallographic polishing equipment in- 


} and cludes three discs, shown mounted in bench at left of photograph. 
Joset Photomicrographic apparatus at right. 


View of library. Chemical analysis section of laboratory. 
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Plating with Up-to-Date Facilities at 


MONG the 187 plants visited on my 

1944 writing trek, covering 8000 miles 
west of the Mississippi, few were found 
that could equal the quality control in 
machining, processing or plating that I 
found at the Burbank, California plant 
of Adel Precision Products Corp. 


This concern is an important manufac- 
turer of hydraulic, mechanical and _ elec- 
tronic equipment. Its critical products ap- 
pear on almost all United Nations military 
aircraft, and it is supplier to all Ameri- 
ean airlines. 


Adel has had a striking growth since 
1939; from 1200 to 200,000 sq. ft. in floor 
area; 22 to 2800 in employees; $400 to 
$2,000,000 in monthly volume. Its president, 
H. Ray Ellinwood, widely respected West 
Coast industrial leader, is an unusually 
able engineer and shop man. 


The company has the advantage of com- 
plete newness in facilities, equipment and 
method. It works in corrosion resistant, 
carbon and low alloy steels, aluminum, 
brasses and bronzes, Ni-resist irons, In- 
conel, Alnico, Manganin, Nichrome, beryllium 
copper and Monel, in a complexity of bars 
and shapes, extrusions, sheets, tubing, cast- 
ings. 


By GERALD ELDRIDGE STEDMAN 


Rinse tanks, showing copper plated shafts. 


The enemy of hydraulic operation 


of course, line leakage and not only dvs 


fabrication have to be unusually accurst 
().0001” is a not uncommon limit) 


all seating and sealing has to be nothin 


short of particular perfection. Becaus 

this, the Adel plating technique is unusua 
ly meticulous. It is accomplished und 
extraordinary conditions of quality contr 
and with the very latest method and equ 
ment. This article is based upon an 1! 
terview with Edward Wildes, metallurgics 
supervisor, and Arlie Morgan, supervisor 

plating, both very able technicians. 


Anodizing by a protective chromic 3 


bath is the process used exclusively 
aluminum to establish corrosion resist! 


and for proper paint adhesion. The pa 
to be anodized are racked in most © 


from opposite corners on specially desig! 
multiple racks which are constructed ‘ 
tirely of aluminum. 


The treating tanks are lined up in set 
with one aisle between the first 
and the anodizing tank proper. 
tates handling individual racks » 
chromic acid bath. Material han 
been very carefully engineered throu! 
out the plating department. 
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oo Cadmium plating tank shown under working load. 


tank in the anodizing sequence 
tains © mild alkaline cleaner for alumi- 
temperature being held at 180°F. 
the close limits of +2°. The 


The fir 


num, 
| wit! 
nd wilt 


ond tank is a hot rinse at the same 
atrolied temperature. The anodizing tank 
steel, with wire-reinforced glass. 
this affords protection against short  cir- 
its between the tank and work. 


The anodie solution contains 5 to 10 

oer cent chromic acid by weight, dissolved 
., distilled water. It is maintained within 
his concentration range through the use of 
, glass electrode pH meter. Chromic acid 
. added periodically until such time as the 
aluminum content of the solution has reached 
, high concentration. Then the solution is 
jumped and renewed; the life of the solu- 
tion ranges from 8 months to one year and 
represents no considerable overall cost. 

The temperature of the anodizing solu- 
on is automatically controlled at 95°F. 
-9° This necessitates electronic valve 
peration on each of the heating and cooling 
oils. A glance at the sheet on the tempera- 
ture recorder signals any undue temperature 
rise. Good air agitation is maintained on 
the work while in the tank. Voltage is 
built up to 35 volts in 5 minutes and held 
for 30 minutes. At the end of this cycle, 
the work is lifted out and rinsed through 
acold water tank. This is followed directly 
by a hot rinse which completely removes the 
chromic acid. This completes the series 
f five tank treatments involved in the anodiz- 
ing process. 

Directly over the anodizing tank series, 
in line, a crane and hoist service permits 
raising and lowering load through the com- 
plete dipping cycle. After final rinse, parts 
are unracked and dried by their storage on 
a flat steam coil. The interval here varies 
to accommodate the flow of work. Parts, 
alter drying, are ready for subsequent op- 
erations, 


Completed shafts with copper stripped and handle end cadmium plated. 


MET 
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Copper plated shafts showing light area of shafts masked off with copper, dark area showing 
unmasked portion of part to be carburized or case hardened. 


Adel makes extensive use of cadmium 
plating. Small parts to be plated are placed 
in a basket, degreased and pickled in an 
inhibited muriatic acid bath for the re- 
moval of scale. In masking for selective 
cadmium plating, racks are used that are 
so designed as to allow only that portion 
of the part to be plated to be exposed to 
the flow of the current. If the considera- 
tion involves caps or threaded fittings, a 
four sided rectangular rack is employed, 
drilled and tapped to the desired thread 
depth. Cylindrical parts to be plated on 
the o. d. are racked on a_ perpendicular 
series of brass-tubed sections; the cylinder 
being slipped over each tube in such manner 


1945 


as to expose the o.d. only. Another method 
of masking is used that submerges only 
that portion to be plated below the sur- 
face of the plating solution. This fixture 
is designed for accurate placement and to 
be free from vibration. After properly wir- 
ing and racking, parts are again cleaned in 
an alkaline cleaning bath. The interval is 
from 2 to 4 minutes, current on. Parts are 
then dipped in cold and hot water, after 
which they receive a 5 per cent muriatic 
acid dip to neutralize the alkali and to 
activate the surface of the steel. This is 
followed by another cold rinse. Then the 
parts are ready for the plating bath. 

A standard cadmium plating solution is 
employed, containing 3% oz./gal. cadmium 
oxide, 14% o0z./gal. sodium cyanide and a 
proprietary brightener The anodes are cad- 
mium balls, suspended in steel spiral coil 
containers. The work to be plated is sus- 
pended from horizontal brass rods.  Cur- 
rent density varies from 15 to 45 amps./sq. 
ft., depending upon the concentration of 
solution and temperature involved. The 
plating cycle varies from 5 to 15 minutes 
depending upon thickness required, load size 
and current density. A minimum of 0.0002” 
is maintained on threaded fittings. 

When plating is completed, parts are 
rinsed in cold water again and then dipped 
in a dilute solution of nitric acid (one pint 
HNO; to 20 gallons of water). Parts are 
then rinsed in a second cold water tank. 
“It is recommended,” Mr. Morgan remarked, 
“that separate rinse tanks be consistently 
maintained for acid and alkaline solutions. 
Where steel parts are partially cadmium 
plated, the parts are dipped in a_ hot 
(150°F.) soluble oil solution to prevent any 
oxidation. If parts are to be sent to a 
customer stores, or if they are to be shipped 
as spare parts requiring a heavier rust 
preventative, a proprietary product is em- 
ployed.” 

The principal Adel purpose in copper 
plating is for masking areas to prevent 
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carbon penetration in the selective car- 
burizing of parts. Another use is for the 
prevention of scaling in heat treating parts 
that are already finishing machined, neces- 
sitating scale free surfaces. 

The areas on such parts that are not to 
be plated are masked with water resisting 
masking tape. Then they are strung on 
copper wire preparatory to plating. A high 
speed cyanide copper solution is used in 
this plant. Current density ranges from 
10 to 60 amp./sq. ft., depending upon con- 
centration of solution; that is, providing con- 
stant temperature is maintained. The tem- 
perature employed is 70-80°C. This is 
manually controlled by a series of steam 
coils. 

Sheet electrolytic anodes (9”x24”) are 
suspended in each side of the bath. The 
parts to be plated act as cathode. They 
are suspended from horizontal brass rods, 
geared to a motor so that a swinging and 
agitated motion is maintained. An anode to 
cathode ratio of 2 to 1 is used. Average 
plating time is 0.001” per hour. The Adel 
standard for carburized parts is 0.0015”— 
0.002”. Finished parts to be plated for 
protection against oxidation in heat treat- 
ment are generally flash copper plated. The 
plating time is 30 minutes. 

Copper plated parts that have been sub- 


Wildes and Morgan talking by the temperature recorder for anodizing 


tanks. 


sequently heat treated or selectively 
burized are stripped by immersion 

solution consisting of 4 Ilbs./gal. chy 
acid and 7 oz./gal. sulfuric acid. A 
ing of 0.001” dissolves in 20 minutes, 

the removal of the copper plating, , 
are immersed in both cold and hot 
rinses to remove all traces of the stri 
solution. 

Adel uses some tin plating, its pri 
application being to build up thre 
parts to insure perfect sealing in ass 
operations. No masking is used in they 
plating operations, although some tin , 
ing may be used in masking for se; 
nitriding. 

The tin plating bath has this fory 
16 oz./gal. sodium stannate, 1 02z./ga 
dium hydroxide, 2 0z./gal. sodium ace 
1/16 0z./gal. 100 vol. hydrogen peroxid 

Parts to be plated are suspended 
the bath on horizontal brass bars, ( 
rent density is 6 to 60 amp./sq. ft., ag 


depending upon the bath concentration. | 


temperature maintained is 60-80°C., mg 
ally controlled. Pure Straits tin an 
are essential. Average plating thick: 
per hour is 0.0005” maximum. Tin plat 


requirements at Adel are 0.003". Aj 


plating, parts are rinsed in cold water 
are ready for subsequent routing. 


Over-all view of the plating department, showing anodizing 


racks. 


METAL FINISHING, May. 19? 


Hust 
ner | 


Resta 
and 
prize 
numt 
did 
a lit 
adie 
Hust 
appo 
at tk 
Bran 
sessl 
Chie 
the 
him: 


Dig 
Bri 


cha 
con 
slid 
ing 
an¢ 
of 

it 

sol 


il 
I 
: 
| 
204 


Clively 


rsion 


S prin 
threg 
Lasser 
n thes 
tin 
r 


forn 
Z. ‘gal 
m a 
dd 
vended 
irs, 
agi 
ation, ] 


thir kp 
plat 
; \j 
vater 4 


945 


IS IS WASHINGTON — 


By George W. Grupp 


Finisuine’s Washington Correspondent 


Bren- The April meeting of the Baltimore- 
Washington Branch of the A.E. S., 
which was held in Teddy Reichhart’s 
Restaurant in Baltimore, was attended by over 60 members 
and guests. Maurice Caplan is still the holder of the Branch 
prize money because the April attendance did not exceed the 
number present at the January meeting. President Ken Huston 
did his best to boost the attendance. To give Abner Brenner 
a little competition, Ken brought as his guests six young 
adies from Western Electric’s Baltimore chemical laboratory. 
Huston, who is also a promoter of efficient business methods, 
appointed a committee for the purpose of having it submit 
at the next meeting of the Branch a budget upon which the 
Branch should be operated on next year. The educational 
session of the meeting was a great success for Myron B. Diggin, 
Chief Chemist of Hanson-Van Winkle-Munning Company, with 
the aid of slides and specimens of workmanship, delivered 
himself of an interesting address on “Bright Alloy Plating.” 


Huston Gives 
ner Competition 


In addressing the Branch on “Bright 
Alloy Plating” he divided his talk 
into four parts, namely: (1) deposit 
characteristics; (2) solution characteristics; (3) operating 
conditions, and (4) bright alloy plating applications. The 
slides consisted of curves showing the range of deposits accord- 
ing to copper, tin, zinc, sodium carbonate, sodium hydroxide, 
and free sodium cyanide in ounces per gallon. Under the head 
of bright alloy plating deposit characteristics he said (a) that 
it is silvery white in color; (b) that deposits come from the 
solution bright; (c) that it has a high tarnish resistance which 
is superior to nickel; (d) that it has excellent corrosion pro- 
tective properties; (e) that it is hard and possessed of better 
abrasive resistance properties than nickel; (f) that it has low 
contact resistance; (g) that it has high throwing power; (h) 
that it deposits easily on most metals; (i) that it is non- 
magnetic; (j) that its hardness is not brittle when deposited 
as recommended; (k) that it increases solderability because 
of its non-corrosive ability, and (1) that it is not recommended 
for steel except for novelties. In speaking of solution char- 
acteristics he remarked (1) that it has low metal concentra- 
tions; (2) that it has excellent throwing power; (3) that it 
will not cover dirt; (4) that it can be successfully used in 
still, barrel and basket plating, and (5) that the bath should 
be controlled by analysis. Bright alloy plating, he warned, 
is operated on the voltage basis rather than on the current 
density basis. The cathode efficiency he said was about 35 
per cent as compared with 100 per cent efficiency of anodes. 
\nodes, he pointed out, should be removed from the solution 
if they are not used for several days. He was somewhat cautious 
in speaking about the application of bright alloy plating. 
However, he did mention that it is, and could be, used on 
refrigerator evaporator units, jewelry, hardware and plumbing 
lixtures, screws and eyelets. The cost of bright alloy plating, 
he concluded, was comparable to nickel plating. 


Diggin Talks on 
Bright Alloy Plating 


Stricklen, Jr., secretary and 
treasurer of the Baltimore-Washing- 
ton Branch of the A. E.S., was in- 
ducted into the Navy on March 28, 1945. Ray is now a 
member of Company 448 at the United States Naval Training 
ter, Great Lakes, Illinois. The members of the Branch 
expressed their appreciation of his efforts as secretary and 
rcsurer; and they sent to him their hest wishes. 


Stricklen Now Ray 
in the Navy 
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Al Taylor, Chief Metallurgical Chem- 
ist of the Research Division of Rheem 
Research Products of Baltimore, who 
was chairman of the April meeting 
of the Baltimore-Washington Branch 
of the A. E.S. was appointed secretary and treasurer of the 
Branch for the balance of Ray Stricklen’s term of office. 


Taylor New Secretary 
and Treasurer of the 
Baltimore-Washing- 
ton Branch 


Chairman J. A. Krug of the War 
Production Board announced on 
April 3, 1945, that with victory in 
Europe the Board was prepared to 
free the nation’s economy from wartime controls with its 
reconversion program. This WPB reconversion program pro- 
vides for (1) equitable cutbacks; (2) 
through controlled materials allotments and preference ratings 
for new or additional production for civilian uses; (3) mea- 
sures to facilitate rapid reconversion; (4) the suspension of 
most of the “rating floors’; (5) the open ending of the Con- 
trolled Materials Plan; (6) the suspension of a substantial 
number of “L” and “M” courses: (7) the revocation of most 
of the conservation orders; (8) limited relaxation on construc- 
tion order L-41; (9) 
(10) the replacement of CMP and other priorities for a sim- 
plified priority system; (11) a method of authorizing construc- 
tion or production in certain areas to permit speedy utilization 
of labor and materials resources, and (12) specialized control 


Reconversion Pro- 
gram Announced 


By WPB. 


positive assistance 


the encouragement of small business; 


of tin, crude rubber, certain chemicals and other materials to 
assure the meeting of all civilian and war requirements. 
Membership Direc- The Baltimore-Washington Branch 
tory Issued By Balti- of the American Electroplaters’ So- 
more-Washington ciety has just issued a membership 
Branch list of the Branch which gives the 
members’ business 


names, connec- 


tions, and addresses. In addition to that it gives not only the 
list of present officers, Board of Managers, President’s Advisory 
Council and members in the armed service, but it also gives the 
names of the charter members and the past presidents of the 
Branch from 1928 through 1944, inclusive. 


Public Warned on 
Surplus Property 
Tipster Sheets 


Chairman Guy M. Gillette of the 
Property Board 
warned the about 


recently 
tipster 

sheets which profess to give inside 
information, for a substantial fee—that will get prospective 
buyers of surplus property in on the “ground floor.” In comment- 


Surplus 
public 


ing on these publications, Mr. Gillette said: “While these tipster 
sheets do not always come within the range of criminal action, 
they apparently offer little or nothing that a business man 
cannot get himself if he takes the trouble to inquire at any 
of the authorized Government disposal agencies.” 


Metal Finishers 
Should Make a 
Market Analysis 


Common sense tells the alert opera- 
tors of metal finishing establishments 
of the importance of making analysis 
of the markets for post-war services. 
They recognize that this is insurance against the decline of 
war contracts. And, of course, they are not greatly interested 
in the past except as it throws light on their current and 
future prospects for business. They are aware that they must 
survey the horizons to see what new demands and methods may 


be in store for the metal finishing business. And they know 
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that a market analysis would be incomplete if it did not include 
an inquiry into sales methods and costs, production costs and 
profits on different types of metal plating and organic finish- 
ing, and capital requirements for the efficient operation of a 
metal finishing establishment in the future. 


Adhesion of 
Electrodeposits 
Information Sought 


Prof. Alfred L. Ferguson of the Uni- 
versity of Michigan has appealed to 
the members of the electroplating 
industry of Baltimore and Washing- 
ton for unpublished information on their efforts and methods 
of determining the degree of adhesion of electrodeposits to 
basis metals. From current reports it is believed that the Wash- 
ingtonians and Baltimorians will contribute their bit. 


Established Account- Paul M. Green, Deputy Adminis- 
ing Methods and trator for Accounting of the OPA, in 
Depreciation as testifying before the Senate Banking 
Viewed by OPA and Currency Committee on March 

21, 1945, gave this definition as to 
what the OPA means by established accounting methods. “We 
maintain that established accounting methods comprise those 
accounting principles which have been generally adopted by 
recognized professional accounting bodies and leading prac- 
titioners for determining or stating economic facts in monetary 
terms.” He continued by stating that “established accounting 
concepts require that the cost of assets used in production 
should be allowed on some equitable basis to the output of the 
facility. Conventional accounting practice therefore demands 
that depreciation be computed with respect to the useful 
life of the asset and not with respect to an arbitrary 
period of time established for other purposes. If it can be 
reasonably established that certain emergency facilities will 
have a useful life of less than five years, the Office accepts for 
cost purposes a rate in excess of 20 per cent. If it is reasonable 
to expect that the facility will be used and useful for a longer 
period, a rate lower than 20 per cent will be required. In other 


words the rate used will be established by the circumstances 
of the case.” 


Discharged Veterans 
Prefer Metal Trade 


Courses 


The War Manpower Commission re- 
cently revealed that, since January 
1, 1945, about 53 per cent of the 
discharged veterans enrolled in ap- 
prentice training courses in the states of New York, New 
Jersey, Indiana, Wisconsin, Minnesota, Georgia, Tennessee, 
South Carolina, Kansas, Missouri, Louisiana, Texas, Colorado, 
Utah and Washington were indentured in the metal trades. 


Renegotiation Act 


May Be Revised 


Since the Renegotiation Act expires 
June 30, 1945, the House Ways and 
Means Committee will soon schedule 
brief public hearings before the Act is extended for a period 
of time. Groups of businessmen are of the opinion that the 
present law should be changed in a few particulars. They 
feel that there should be appeals from the Tax Court on ques- 
tions of law. It is their opinion that the collection of excessive 
profits should be stopped when such an appeal is taken. These 
businessmen would like the new act to provide for refunds, 
plus interest, with suitable appropriation. 


Form WPB-541 


In a drive to save paper and sim- 
Has Been Revised 


plify the processing of priority appli- 
cations, the War Production Board 
has revised Form WPB-541. This application blank, which is 
used whenever a special priorities form is not prescribed by 
an order or regulation, is one of the most widely used in 
dealing with WPB. The revised form is about 50 per cent 
the size of the older form. 


Incentive Wage To clarify which new _ incentive 
Order Amended wages, or piece rates, or changes in 

established incentive wage or piece 
rates may be made without the approval of the National War 


Labor Board General Order No. 38, was amended on March 
30, 1945. The revised order does not change any of the m an- 
ing of the original order, which provides for the mainten nce 
of the established relationship between earnings and e ‘ort, 
but it does clarify the language to avoid misinterpretations. 


National War Labor 
Board Eases Wage 
Restrictions 


The National War Labor Board 
amended its General Order No. 3] 
on March 29, 1945, so as to permit 
employers using a rate-range wage 
system to obtain approval from Board agencies of proper plans 
for hiring new employees at rates above the minimum of the 
respective rate ranges. The amended order substitutes flexible 
controls suited to individual employer’s circumstances for one 
over-all inflexible control. 


MPR No. 136 
Has Been Amended 


Maximum Price Regulation No. 136, 
which covers electroplating and hot 
dip metal coating equipment, in- 
cluding preparatory and finishing equipment used in connec- 
tion with metal coating processes, was amended on March 26, 
1945. This lengthy amended regulation deals with the general 
principles of determining maximum prices for metal finishing 
equipment and terms of sale, and with methods of procedure 
in making applications for price adjustments, with the keeping 
of records, and with the making of reports to the OPA. 


Carbon Tetrachloride Schedule 78 to Order M-.300 was 
Control Tightened amended on March 19, 1945, for the 

purpose of requiring suppliers of 
carbon tetrachloride to list on their consumption reports the 
names of customers ordering more than 3,500 pounds per 
month. Previously, suppliers were required to list only persons 
who obtained more than 7,000 pounds. The amended schedule 
also provides that each person who orders 21,000 pounds or 
more of carbon tetrachloride for delivery during the first 
quarter of 1945, or who orders 10,500 pounds or more for 
delivery during any subsequent quarter, must file with the WPB 
a stock and consumption report on Form WPB-3442 for each 
quarter. 


500,000 Electric During the second quarter of 1945, 
Flat Irons to Be it is expected that 500,000 electric 
Produced in 1945 irons will be made in spite of tight- 
Second Quarter ness of materials and manpower, 

officials of the WPB told members 
of the Domestic Electric Appliance Industry Advisory Com- 
mittee at their March meeting. 


Electric Motors, Rated orders for fractional and in- 
Controls, and Equip- tegral horsepower motors and gen- 
ment Must Be erators and electric control equip- 
Identified ment which are needed for specific 

war uses must be identified as to 
ultimate end uses according to Direction to Table 6 (general 
Industrial! Equipment) to General Schedule Order M-293 which 
became effective March 21, 1945. Sufficient information must 
be given to the supplier to enable him to identify the purpose 
and use of such equipment. The direction also provides that 
identification must be furnished with each order for items 
placed in the future by any ultimate user. 


Graphite Now The Foreign Economic Administra- 
Available to tion announced on March 17, 19, 
Private Trade that graphite from Madagascar, 

which has been reserved for purchase 
only by the Allied Governments since 1943, is now available 
for private trade. Licenses for the importation of graplite. 
which is subject to Order M-63, must be obtained from the 
War Production Board. 


Lead Order 
Was Amended 


Manufacturers of essential cerainics 
were assured a greater supply of ad 
for coating purposes when (©: ‘er 
M-384 was amended on March 27, 1945, since greater ré 
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me ti sere placed on the uses of metal in the production of all amount of*time and effort can be saved when the cancellation 
fort type. of ceramics. All users of lead chemicals must now make notice arrives. Anyone interested in getting such help can 
‘ quarterly reports on Form WPB-4138 on their consumption apply at one of twenty offices located in various parts of the 
of lead chemicals. United States. (1) Capt. W. A. Brooks, 494 Spring Street, 
N.W. Atlanta, Ga., is the ATLANTA office chairman; (2) 
urd ’ a Commander Frederick Barker, 1102 Baltimore Trust Company 
31 Metals Reserve Charles B. Headersen, Chsiomen of Building, Baltimore 2, Md., is the BALTIMORE office chair- 
mit Company Issues the Board of Reconstruction Finance man; (3) Capt. John J. Hyland, 17 Court Street, Boston, Mass.. 
ige First Wartime Corporation and President of the is the BOSTON office chairman; Col. Kenneth Collins, 67 
ans Progress Report rege gps Penge = March Broad Street, New York 4, N. Y., is the chairman of the BUF- 
the FALO-ROCHESTER office and the NEW YORK office; Col. 
ible progress report on the country’s success in building stockpiles John Slezak, 38 S. Dearborn Street, Chicago 3, Ill, is the 
one of critical metals and materials. During the period from June CHICAGO office chairman; Col. J. C. Shouvlin, Big Four Bldg., 
28, 1940, through October 31, 1944, the total income of the Cincinnati 1, Ohio, is the CINCINNATI-DAYTON office chair- 
Metals Reserve Company amounted to over $1,000,000,000 from man; Col. E. A. Lynn, 1006 Terminal Tower Bldg., Cleveland 
36 the sales to the industry of such metals as antimony, chrome 13, Ohio, is the CLEVELAND office chairman; Brig. Gen. Ray 
we ore, copper, aluminum, beryllium, cadmium, lead, nickel, Harris, Municipal Airport Box 117, Wichita 1, Kansas, is the 
i. platinum, zinc, silver and other metals and materials. chairman of the DALLAS and KANSAS CITY offices; Brig. 
ec: Gen. A. B. Quinton, 1832 National Bank Building, Detroit 32, 
26, Porcelain-Enameled — The past month the National Bureau Mich., is the DETROIT office chairman; Brig. Gen. Donald F. 
ral Ware Utensils of Standards released for distribu- Stace, 3636 Beverly Blvd., Los Angeles, Cal., ‘is the LOS 
ng Standards Manual tion the second edition of Commer. ANGELES office chairman; Capt. ives Nuber, 7071 Plankinton. 
ire a neal cial Standard CS100-44, Porcelain- Bldg., Milwaukee 1, Wis., is the MILWAUKEE office chair- 
ng Enameled: Steel Utensils. The man ; Col. Lynn C. Barnes, 1217 U. S. Postoffice Building, 
new edition was broadened to cover both single coated and St. Paul, Minn., is the MINNEAPOLIS-ST. PAUL office chair- 
multiple coated utensils. Detailed methods of testing are ane H. C. Kliber, 2800 S. 20th Street, Philadelphia 2, Pa., 
as included in the new edition. Copies may be obtained from a the PHILADELPHIA office chairman ; Col. Robert C. 
he the Superintendent of Documents, Government Printing Office, aarp 1202 Chamber of Commerce Building, Pittsburgh 19, 
of Washington 25, D. C., at 10 cents each. Pa., is the PITTSBURGH office chairman; Capt. T. W. Mather, 
“ 600 Bryant Street, San Francisco 7, Cal., is the SAN FRAN- 
CISCO office chairman; Col. Clyde H. Morgan, 3663 Lindell 
i Termination Experts Contractors can now avail them- Blvd., St. Louis 8, Mo., is the ST. LOUIS office chairman; 
" Available to selves of well-trained and experienced Brig. Gen. D. F. Stace, Seattle Procurement Office, Seattle. 
: : War Contractors war termination specialists. With Wash., is the SEATTLE office chairman, and Brig. Gen. Guy 
: the aid of these specialists the aver- H. Drewry, 95 State Street, Springfield, Mass., is the SPRING 
: age war contractor can be so well informed that a tremendous FIELD office chairman. 
B 
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ELECTROPLATING 


EXHIBIT 


Rettig, who looks after exhibits. The electroplated products of a 
number of the Hartford 
These were assembled by Mr. Kenneth Bellinger, a past president 
of Hartford Branch. 

The books and the magazines were from the library* of George 
B. Hogaboom. 

It is believed that this is the first time that such an exhibit has 
been made and sets a good example for other Branch Societies of 


A. E. S. to follow. 


the public is interested in electroplating today, was evi- 

by the number of persons who viewed the exhibit of the and vicinity members were on display. 

ited articles and the books and magazines on electro- 

' the Business and Technical Branch of the Hartford (Conn.) 

Library. 

hibit was in the two windows of the Branch Library which 
main street of Hartford. Due to the number of persons 


to look, the time of exhibit was extended to three weeks 


rathe in the two weeks generally established for exhibits. 
m, ibit was sponsored by the Hartford Branch, The American 
* See Metal Finishing, January 1944. 


ters’ Society, and was under the direction of Mrs. Cleveland 
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Patents 


Tin Bath 


U. S. Pat. 2,370,986. J. S. Nachtman, 
Mar. 6, 1945. A tin-plating bath carrying 
a stannous salt in a solution of an acid 
selected from the group consisting of hydro- 
fluoric and sulphuric acid, a sulfonated or- 
ganic containing the hydroxyl 
group, chosen from the group that consists 
of o-cyclo-hexylphenol, o-phenyl phenol, 
p-p’-isopropylidene bis-phenol and a-naph- 
thol, together with nicotine. 


substance 


Recovering Precious Metals 


U. S. Pat. 2,371,119. F. C. Nachod, as- 
signor to The Permutit Co., Mar. 6, 1945. 
A process of recovering precious metal from 
an aqueous liquid containing said metal in 
the form of anions of a complex acid which 
comprises placing said liquid in contact with 
a solid organic anion removal material con- 
taining a basic nitrogen group and capable 
of being regenerated with a solution of alkali 
whereby said metal in the form of an anionic 
complex is taken up by said anion removal 
material, then removing said liquid from 
contact with said anion removal material, 
and then separating the metal values from 
said anion removal material. 


Nickel Plating 


U. S. Pat. 2,371,123. P. L. Amundsen, 
assignor to Parker-Wolverine Co., Mar. 13, 
1945. The method of electrodepositing nickel 
at a cathode current density in excess of 
twenty amperes per square foot which com- 
prises passing an electric current from an 
anode to a cathode in an aqueous bath con- 
taining nickel salts in solution therein, said 
bath containing nickel chloride in a concen- 
tration in excess of one-tenth normal, said 
current being of sufficient strength to pro- 
duce an average current density on said 
cathode of not less than twenty amperes per 
square foot, said anode comprising electro- 
lytic nickel having sufficient surface area to 
reduce the average current density thereon 
to below about three amperes per square foot. 


Corrosion Prevention 

U. S. Pat. 2,371,142. E. R. Barnum and 
E. W. Zublin, assignors to Shell Develop- 
ment Co., Mar. 13, 1945. A corrosion- 
preventive composition comprising predomi- 
nantly a stable, substantially neutral and 
chlorine free vehicle containing finely dis- 
persed a small corrosion inhibiting amount 
of a free dicarboxylic acid having at least 16 
carbon atoms and possessing at least one 
ether-type radical of an element selected 
from the group consisting of O, S, Se and Te, 
which ether-type radical branches from the 
carbon chain linking the carboxyl radical. 


Corrosion Prevention 

U. S. Pat. 2,371,143. E. R. Barnum and 
E. W. Zublin, assignors to Shell Develop- 
ment Co., Mar. 13, 1945. A structural nor- 
mally corrodible metal coated with a corro- 
sion-preventive film of a free dicarboxylic 
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acid having at least 16 carbon atoms and 
possession at least one ether type radical 
of an element selected from the group con. 
sisting of O, S, Se and Te, which ether type 
radical branches from the carbon chain link- 
ing the carboxyl radical. 


Corrosion Prevention 


U. S. Pat. 2,371,207. E. W. Zublin, E. R. 
Barnum and E. R. White, assignors to Shell 
Development Co., Mar. 13, 1945. <A. struc- 
ture normally corrodible metal coated with 
a corrosion-preventive film of free dicar- 
boxylic acid having at least 16 carbon atoms, 
the two acid radicals in said acid being 
linked through an element selected from the 
group consisting of S, Se and Te. 


Solvent Degreaser 


U. S. Pat. 2,371,394. D. P. Hunter and 
C. A. Stine, assignors to Turco Products, 
Inc., Mar. 13, 1945 In apparatus for re- 
moving carbonaceous deposits from articles 
by means of a solvent solution the combina- 
tion of a container for the solution, means 
for heating the solution in the container to 
a point sufficient to vaporize a portion there- 
of and means for condensing and refluxing 
the vaporized portion whereby to maintain 
the heated solution substantially at its initial 
strength and volume, said last-named means 
comprising walls defining a passageway com- 
municating at one end with the container, 
cooling tubes disposed one above another in 
the passageway and baffle members secured 
to the respective tubes and projecting there- 
from at opposite sides of adjacent tubes, 
each of the baffles extending from the tube 
to which it is secured to the adjacent wall 
of the passageway whereby to direct the 
vapors in a tortuous path around the several 
tubes until they are condensed, fluid-passing 
perforations through the baffles whereby to 
permit reflux of the condensate to the con- 
tainer and suction means communicating 
with the other end of the passageway. 


Sandblast Mixer Valve 


U. S. Pat. 2,371,434. A. H. Eppler, Mar. 
13, 1945. A sand blast mechanism including 
the combination with a sand supply hopper, 
of a mixing chamber and a rubber tube 
connecting the hopper with the mixing 
chamber for sand delivery to the latter, said 
tube having a throat portion providing a con- 
stricted passage, elongated in cross section, 
and also having an adjacent portion enlarged 
relatively to the throat and end portions of 
the tube, a chambered fitting having upper 
and lower end portions clamped to the hop- 
per and mixing chamber, respectively, with 
the ends of said tube interposed, and manu- 
ally adjustable means carried by the fitting 
for applying pressure to opposite sides of the 
throat portion, whereby the flow of sand to 
the mixing chamber may be regulated, said 
mixing chamber having a sand blast outlet 
and an air blast inlet aligned therewith. 


Stripping Deposits from Magnesium 
U.S. Pat. 2,371,529. W.S. Loose, assignor 
to The Dow Chem. Co., Mar. 13, 1945. In 
a method of removing electrodeposited coat- 
ings of a metal selected from the group con- 
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Chlorine Prod. Corp., Mar. 20, 1915. 4° 


sisting of iron, cobalt, and nickel from y, 
surface of articles formed of magnesium y 
magnesium-base alloys, the steps which ¢» 
prise immersing the article in a solution os 
sisting of water and from about 10 to gi 
50 per cent by weight of hydrofluoric yj 
and a lesser proportion of a mineral 4 
selected from the class consisting of ni: 
sulfuric, hydrochloric, hydrobromic, 

hydriodic acids and passing current throw 
the article to cause it to function as a; 
in said solution at a current density betwos 
about 10 and about 100 amperes per sq 
foot for a time sufficient to remove the mex) 
coating. 


Degreasing Solvent 

U. S. Pat. 2,371,644. W. H. Petering x 
A. G. Aitchison, assignors to West 
Chlorine Prod. Corp., Mar. 20, 1945. As » 
improvement in methods of degreasing xy 
faces of metals of the class consisting 
aluminum and its alloys having a de 
posing effect on chlorinated 
solvents, the improvement which compris: 
contacting such metal surfaces with a solyey 
composition comprising a chlorinated hydr 
carbon grease solvent and a minor am 
of an oxygen-containing compound havi 
the following formula 

X-R-OH 

wherein represents a divalent  alipha! 
radical and X represents a substituent 
the class consisting of hydrogen, alkyl, ami 
alkyl, alkoxy and hydroxy groups and having 
the property of restraining decomposition 
chlorinated hydrocarbon in the presence 
said metals, the chlorinated hydrocarbw 
grease solvent being normally subject 
decomposition in contact with such mets 
surfaces during degreasing and the amouti 
of said oxygen-containing decomposition 
the chlorinated solvent. 


Degreasing Solvent 

U. S. Pat. 2,371,645. A. G. Aitchison an 
W. H. Petering, assignors to 
Chlorine Prod. Corp., Mar. 20, 1945. As at 
improvement in degreasing surfaces of alu’ 
num and its alloys with chlorinated hydr 
carbon solvents normally subject to deterior 
tion in the presence of aluminum, the 
provement which comprises maintaining, | 
admixture with such chlorinated solvents. : 
minor amount of an organic ether to inhi 
such metal-induced decomposition thereo! 


Degreasing Solvent 

U. S. Pat. 2,371,646. W. H. Petering a 
A. G. Aitchison, assignors to 
Chlorine Prod. Corp., Mar. 20, 1945. As 
improvement in degreasing surfaces of alu" 
num and its alloys with chlorinated by 
carbon solvents normally subject to deter! 
tion in the presence of aluminum, the 
provement which comprises maintaining. 


admixture with such clorinated solvents 
minor amount of an organic oxime 
inhibit such metal-induced deeompos!!' 
thereof. 


Degreasing Solvent 


U. S. Pat. 2,371,647. W. H. Petering 
A. G. Aitchison, assignors to West! 


May, 194 


| | 
\ 


LL 


FOR PRE-SOAK BEFORE 
ALKALINE CLEANING 


A valuable, safe, efficient, penetrating cleaner 
and degreaser for any metal. LIXOL will not 
attack the metal and is non-toxic. It gives an 
anti-rust surface on ferrous metals when 
desired. Use LIXOL in still tank, washing ma- 
chines and pressure type washers. Ready to 
use and economical, too. Send for trial drum — 
prompt shipment. 
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improvement in degreasing surfaces of alumi- 
num and its alloys with chlorinated hydro- 
carbon solvents normally subject to deteriora- 
tion in the presence of aluminum, the im- 
provement which comprises maintaining, in 
admixture with such chlorinated solvents, a 
minor amount of a carboxylic acid ester to 
inhibit such metal-induced decomposition 
thereof. 


Lead Coating Steel 


U.S. Pat. 2,371,725. J. H. Young, assignor 
to E. I. duPont de Nemours & Co., Mar. 20, 
1945. The process which comprises coating 
a ferrous metal surface with copper and 
bringing the copper-coated surface into con- 
tact with molten lead in the presence of 
molten sodium cyanide. 


Bus Bar 


U.S. Pat. 2,372,155. L. L. Bosch, assignor 
to R. E. Kramig & Co., Inc., Mar. 20, 1945. 
A bus bar having upon its surface a plural- 
ity of facets which are angularly arranged 
with respect to an axis taken through the 
plane of configuration of the bar in such 
manner as to direct heat radiation coming 
toward the bar at right angles t6 the plane 
of configuration away from the bar at an 
angle other than a right angle. 


Silicate Coating 


U. S. Pat. 2,372,285. H. M. Mare and 
H. W. Geider, assignors to The Philip Carey 
Mfg. Co., Mar. 27, 1945. A rigid article 
surface coated with a hardened inorganic 
coating which is composite in character and 
which comprises a base layer and a super- 
ficial layer, said base layer being the product 
of drying and heat curing an aqueous com- 
position, that contains soluble silicate of 
which at least about 50% is potassium sili- 
cate and that contains at least about 5% 
of kaolinitic type clay (by dry weight of 
solids in the base layer), to insolubilize said 
soluble silicate and harden said base layer 
to a solubility index not greater than 20, the 
insolubilized soluble silicate being at least 
about 30% by weight of the base layer; and 
said superficial layer being the product of 
drying and heat curing at a temperature of 
about 300°F. to about 600°F. an aqueous 
composition applied to the heat cured base 
layer and consisting of soluble silicate of 
which at least about 75% is potassium sili- 
cate, to insolubilize said soluble silicate and 
harden said superficial layer to a solubility 
index not greater than 35. 


Plating Fixture 

U. S. Pat. 2,372,296. J. T. Saas, Mar. 27, 
1945. A plating fixture comprising a sub- 
stantially rectangular frame having opposed 
anode.supporting side members each of 
which is provided with means for supporting 
the same from a positive bus bar, the said 
frame also including end members connect- 
ing opposite ends of the side members, the 
end member adjacent to the ends of the 
anode-supporting side members which are 
adapted to be supported from the bus bar 
being of conducting material and the other 
of said members being of insulating material, 
a block of insulation secured to the first end 
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member intermediate of the ends thereof, a 
cathode hanger secured to the said insulating 
block and extending downwardly therefrom 
substantially midway between vertical planes 
including the side members, a second cath- 
ode hanger secured to the central portion of 
the second end member and extending down- 
wardly therefrom and provided with means 
for supporting the same from a negative bus 
bar, clamping bars for securing to each side 
member one or more anodes adapted to 
extend downwardly into the electrolyte, bolts 
for securing the clamping bars to their re- 
spective side members, and means for secur- 
ing to the cathode hangers the members to 
be plated. 


Plating Fixture 


U.S. Pat. 2,372,297. J. T. Saas, Mar. 27, 
1945. In an electroplating apparatus, means 
for supporting a hollow object within the 
electrolyte of said apparatus, said means 
comprising a base bar adapted to form part 
of a cathode support, a hollow supporting 
member rigidly secured to said base bar, and 
a complementary hollow supporting member 
having a foot therewithin adapted to rest 
upon the base bar and projecting toward the 
interior of the other supporting member, the 
said supporting members having each an 
outer wall provided with an external surface 
shaped to conform to the inner surface of 
a hollow object to be supported thereby, a 
bolt extending through the base bar and 
through an opening in the said foot, a nut 
on said bolt for clamping the second sup- 
porting member to the base bar, and a bolt 
extending through the external wall of the 
first mentioned supporting member and 
adapted to engage an internal portion of the 
second supporting member thereby to sepa- 
rate the said members and to enable the 
external surfaces thereof to engage the inner 
surface of a hollow object to be supported 
thereby. 


Dust Collector 


U. S. Pat. 2,372,316. H. W. Curtis, as- 
signor to B. F. Sturtevant Co., Mar. 27, 1945. 
A dust collector comprising a casing a plu- 
rality of spaced, substantially vertically ex- 
tending tubes in said casing, a dust hopper 
attached to said casing below said _ tubes, 
a substantially horizontal plate extending 
across said casing above said tubes, means 
forming a plurality of relatively small noz- 
zles in said plate aligned with said tubes, 
an outlet duct having a substantially hori- 
zontal lower wall attached to said hopper 
and having a substantially horizontal upper 
wall attached to said plate, and a substan- 
tially horizontal partition extending across 
said casing above said lower wall of said 
duct, said partition having perforations there- 
in through. which said tubes extend, said 
partition and said lower wall forming a 
passage into said outlet duct for dust free 
gas from said hopper. 


Plating Process 


U. S. Pat. 2,372,488. F. W. Hampson, as- 
signor to Plating Processes Corp., Mar. 27, 
1945. In an electroplating process, the 
method of confining the deposit of plate to 
a localized area of the surface to be treated 
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which consists in applying to sa 
area a relatively weak adherin: 
colored material so as to cover the sp 
exactly, then immersing said entire surfayy 
in a strongly adhering resist material , 
such character as to form on sai surface 
shield of a transparent material which yj 
be unaffected by an electroplating action ay 
through which said underlying shield , 
colored material may be seen, cutting throug 
the second named shield around the bore 
ing edges of said first named colored shie\ 
and subjecting said surface to the action 
an electroplating bath for the deposit ¢ 
metal upon the unshielded area of said gy 
face, and finally removing from said surfy 
the remainder of said second-named shicli 


Tank Leak Detector 


U. S. Pat. 2,372,489. F. W. Hampson, « 
signor to Plating Processes Corp., Mar, 
1945. In a tank having an electrolyte cop 
fining wall, a leak detector for said wall cor 
prising a terminal of an electric circuit j 
constant contact with the electrolyte insii 
the wall, a second terminal of said electr 
circuit comprising a conducting strip of res 
tively narrow adhesive tape positioned at tly 
lowermost outside corner of said tank so « 
to overlap only a narrow area of the wall 
the tank adjacent said lower corner said tay 
being normally insulated from the electroly: 
within said tank but arranged whereby ele 
trolyte leaking through said wall will fo 
by gravity into contact with said conductixy 
tape and thereby close the electric circuit 


Electrolytic Cleaning 


U. S. Pat. 2,273,599. J. S. Nachtman, Ma 
27, 1945. The method of continuously clea 
ing the surface of a moving metal strip 
remove foreign material therefrom, wh 
consists in applying aqueous liquid to s 
strip, tangentially brushing the liquid-cam 
ing surface of said strip with a rolala 
metallic brush electrically connected to 0" 
terminal of an electric generator, and pass"! 
an electric current from said brush to ' 
strip. 


Plating Printing Cylinder- 

U. S. Pat. 2,372,665. A. U. Egli (Switz 
land) and C. Bokenkamp (Germany), ‘i! 
3, 1945. In a method of making « pmn\ 
roll having a removable smooth, dense ™ 
coating of a thickness suitable for et! é 
and printing, the steps oi providing a tr 
ing base cylinder having a smoothly fn" 
cylindrical surface, electrodepositing 
for forming said coating on said smoot! 


face, providing a roller in rolling com 
with said deposited metal coating. snd 
ing said roller for progressively 


deposited coating under pressure 
lapping areas on a substantially }«\ical 
along said cylinder as said mets 's beint 
deposited while maintaining th 4 * 

rotation of said roller in such ‘ransve® 
relation to said path as to insu subst 
tially only rolling contact betwe said 
posited coating and said roller a supstit 
tially prevent frictional rubbing wee" 
deposited coating and said 
latter moves in said path. 


| 


FORTY YEARS AGO, COME JUNE 


Came to Work in This Platin’ Room 


... and in forty years I’ve never seen such 
fast, easy, thorough metal-cleanin’ as we're 


gettin’ now... since we began usin’... 


KEMTEX No. 100-A 


Clee A typical report; for plant after plant has adopted this effective, economical, 
wok time-saving electrolytic cleaner for brass, copper and other non-ferrous 
alloys. It cleans thoroughly, without surface-etch, and may be used anodically 
tating or cathodically. 


assy KEMTEX No. 100-A is only one of the KEMTEX family of compounds; each 
= formulated for its specific job: soaking; immersion; washing machine or elec- 
trolytic application; stripping; abrasion. 


Still other compounds are constantly being formulated in our laboratory; to 
‘i keep pace with — often to anticipate — the constantly-changing requirements 
mei of industrial development. 


it One or more of these highly specialized compounds will help you solve 

- your present problem — and speed your preparations for meeting post- 

war compctition. 

For time-saving, money-saving suggestions on metal -cleaning and finishing, simply 

ei tell us about your product and describe your present methods and equipment. 
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PLATING AND 
POLISHING — 
CLEANING — PICK: 
HOT DIP FINISH 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 


service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 
sender's name will be kept confidential, if desired. 


Nickel-Chromium Bath 


Question: We have an item of Brass and 
one of Steel which we would like to nickel 
and flash chrome plate at the same time in 
the same solution. Is it possible to do this 
without contaminating the plating solution 
or producing an inferior finish on the items? 
If it is impossible or impractical to plate 
these two items at the same time, we would 
appreciate the reasons. 

If you are unable to give us this informa- 
tion, perhaps you can suggest someone who 
could. Anything you can give us would be 
greatly appreciated. 

We Go. 

Answer: We regret to advise that this is 
not possible, since the solutions are entirely 
different, and incompatible. 

It will be necessary to first nickel plate 
the article, and then chromium plate in a 
separate bath. 


Specifications 


Question: We are desirous of obtaining 
some information with reference to the fin- 
ishing of products for post-war. 

Do you know of any collection of specifica- 
tions, which control the finish of a product 
both as to workmanship and materials, to be 
used to suit customers requirements? 

We see today products classified as war- 
time finish, object being to save labor and 
material. In post-war customers require- 
ments will probably vary tremendously. Is 
there any publication available at the present 
time which will help us to determine the 
various specification requirements for finish- 
ing: 

(1) Smoothness and general appearance 
of castings ferrous and non-ferrous. 
Finishes, including paint, synthetic 
enamel, electroplating, _metallizing. 
(This should material to be 
used, method of application, thickness 
and appearance.) 


(2) 


cover 


L. O. I. R. 

Answer: We would suggest that the speci- 
fications of the American Society for Testing 
Materials be used as a basis for establishing 
specifications for commercial products. 

Specifications, however, must be deter- 
mined bythe manufacturer for each product, 
since the requirements with regards to work- 
manship and finish will depend on the use to 
which the article is to be put. 
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Sources of Equipment 


Question: With reference to purchasing a 
chromium plating outfit. 

We are particularly interested in purchas- 
ing a small outfit that is suitable for chro- 
mium plating dental forceps and other small 
pieces of metal that are used in a dental 
office such as scalers and explorers. These 
instruments average about eight inches in 
length and two inches in width. 

Your firm was recommended to us as a 
source whereby we could get the information 
necessary. 

We are in a position to rate an AAA 
priority. 

Answer: Equipment may be obtained from 
manufacturers of electro-plating equipment, 
and we enclose tear sheets from our 1944 
Buyers’ Directory listing such suppliers. 

You know, of course, that it will be neces- 
sary to polish and nickel plate your instru- 
ments before chromium plating. 


Electrolytic Screen 


Question: It is our belief that several con- 
cerns in the east are using metal screens 
for processing paint and lacquers on vari- 
ous surfaces. These screens were formerly 
made of silk and from that the term silk- 
screening process was derived. 

Can you tell us the method to use to ob- 
tain a smooth plate on stainless steel of 150 
mesh so that all spaces between the wires 
are filled and a smooth flat surface is ob- 
tained except where we wish an image to be 
left? We would print resist of the image 
we desired on the screen which would leave 
this portion of the screen unplated. 


K. R. D. Corp. 
Answer: The production of electrolytic 
screen is the subject of about a dozen pat- 
ents. Such screens, however, may be ob- 
tained from Metaltex, Inc., Berkeley Heights, 
N. J., and from C. O. Jeliff & Co., South- 


port, Conn. 


Copper Plating Solution 


Question: We would like to have your 
opinion on the best type of copper plating 
solution to use for carburizing steel parts. 
We had formerly used a bath containing 
only copper cyanide and sodium cyanide, 


METAL FINISHING, 


this was mostly controlled by the head plat, 
by guess in making additions. 

I, as a chemist did not believe the solutin 
given was efficient, and as we now hay 
laboratory control, I have recommended this 
formula as is published in the literature: 


Copper cyanide... 3 


02./ gal 
Sodium cyanide........... 45: °° 
Sodium carbonate. ........ 2 + 


Sodium hydroxide added to pH 12 
This solution seems to give good results br 
there is some controversy concerning this 
and I was advised to write you for an opin 
ion, or your idea of a suitable formula fer 
carburizing. 


R.. 

Answer: The formula given should be sat. 

isfactory, but you will find that the addition 

of Rochelle salts will permit higher curren 
densities with higher efficiency. 


We suggest the following formula: 


Copper cyanide.......... o2./ga 
Sodium cyanide. .......... 
Sodium carbonate....... 4 
Rochelle salts........... 6 


Sodium hydroxide 
Temperature 140°F. 


to pH 126, 


Discoloration 


Question: We are having considerable 
numbers of our variable condensers returned 
to us because of discoloration in the nicke 
plating when the condensers are exposed (0 
air for a few days. 

The operations in plating are as follows: 
(1) The materials are hung on racks and 
given an alkali dip. (2) Materials put 
cold water and thoroughly rinsed. (3) M« 
terials given an acid dip consisting of on 
quart sulphuric to one quart nitric acid 
(4) Cold rinse. (5) Copper flash put on the 
brass material. Material left in copper pl 
ing tank long enough to cover all surfaces 
with copper plate. (66) Cold rinse. (/) 
Material inserted in nickel plating tank {or 
ten minutes at 20 amps. Removed, givet 
cold water rinse, the water blown off by at 
and material put in sawdust and dried. 
Nickel solution: 13 oz. single nickel salts 
6 oz. nickel chloride, 2 0z. boric acid pet 
gallon. Nickel tank contains 100 gallons 
and one pound caustic soda added to bring 
the pH up. 


W. N. J. 

Answer: It is possible that the 
tarnishing through the nickel deposi! 

would be very thin between the « 
plates. This can be checked by immersité 
the tarnished condensers in a solu! 
taining about 4 oz./gal. of sodium 
If the tarnish film is removed in | 
tion it will indicate that the situati 
to insufficient thickness of nickel ¢ 


rass is 
whic! 


idenser 


n con 
yanide. 
s 
is due 


yosit. 


(Continued on page 236) 
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How WAR PLANT 


removes stubborn identification inks 
and lubricants from aluminum 


EXPERT HELP ei 
METAL CLEANIN 


| 
if you need help on any meta 


i working 

just call for 

DIVERSEY D-Man. 
a Research Laboratory nd 
has spent 20 years 

ing special purpose Pro 
he is always On deck to ne 
helping hand ..-- 
ways to step up proguc 
with less manpower. 


FINISHING. 


May. 


DIVERSEY D-C No. 36 cuts anodizing 
and spot welding rejects 


Officials in a midwest war plant 
wanted to reduce the number of re- 
jects on anodized and spot welded 
aluminum parts. Investigation by a 
Diversey D-Man showed that clean- 
ing solutions then in use did not com- 
pletely remove: 1. lubricants used in 
forming operations: 2. stubborn 
identification inks. 

Diversey D-C No. 36 in still tank 
solution was recommended. After 
the change was made, rejects were 
practically eliminated, cleaning time 
was reduced and production in- 
creased. Also, tank solution had a 
longer life, white film disappeared, 
and the new solution was 100% free 
rinsing. 

Repeated laboratory tests and 
wide usage in the field prove that 
DiverRsEY D-C No. 36 removes all 


1945 


kinds of contamination faster. Inks 
only partially removed in 10 to 15 
minutes with ordinary cleaners, for 
example, are completely removed in 
4 to 5 minutes with D-C No. 36. 
And there’s no risk of staining, pit- 
ting, or corrosion. 

Excellent cleaning with D-C No. 
36 is largely due to carefully deter- 
mined wetting and emulsifying prop- 
erties. Economical operation is 
assured by superior water softening 
action. Get acquainted with this 
ideal cleaner . .. to prepare aluminum 
for anodizing, welding, painting or 
matte finishing. For a liberal experi- 
mental sample and complete infor- 
mation, write to: Metal Industries 
Department. 


THE DIVERSEY CORPORATION 
53 West Jackson Boulevard + Chicago 4, Ill. 
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AND SUPPL 


NEW PROCESSES, MATERIALS AND EQUIPMENT FOR THE METAL INDUSTRY i 


Detergents 

The Optimus Detergent Co., Dept. MF, 128 
Church St., Matawan, N. J., has announced 
a new line of industrial metal cleaning ma- 
terials, designed to cover a wide range of 
specific applications. Emphasis is placed on 
the use of the proper detergent in conjunc- 
tion with the correct cleaning method. The 
new products are announced as available in 
Alkaline, Acidic, Solvent and Emulsion 
types. A new folder describing the products 
entitled “Announcing Dependable Optimus 
Detergents” has just been issued. 


Poly Phosphate Comparator 

Low concentrations of the poly (glassy) 
phosphates, such as hexameta, pyro, septa. 
etc. (threshold treatment), are coming into 
more and more general use. They are em- 
ployed in power plants and hot water sys- 
tems to prevent feed line deposition; in air 
conditioning and refrigeration units, laun- 
dries, dish washers, milk handling equip- 
ment, etc., to prevent deposition and corro- 


sion; in municipal and process waters to 


corrosion 

prevent 
A simple, 
rapid and accurate method of analvsis is 
therefore imperative. 

The Taylor Poly Phosphate Comparator. 
developed by W. A. Taylor & Co., Dept. MF, 
7300 York Road, Baltimore, Md., is ideal for 


this purpose. 


water and 


stabilize the 
(red 


prevent 
water); in photography to 


deposition on film and paper; ete. 


Previous methods required 
several hours boiling to convert the glassy 
phosphates to the ortho form. By the Taylor 
method a complete determination requires 
only 20 minutes. After conversion, two re- 
agents are added separately and the blue 
color formed is compared with the standards. 
This gives the total phosphate content. A 
determination on the 
ing) gives the ortho present in the sample. 
The difference is the poly phosphate. 

The outfit consists of a comparison block 
containing 8 standards 0, 0.5, 1, 2, 4, 6, 8. 
10 ppm, 2 comparison tubes, funnel, filter 
paper, graduate, flask, and reagents. All 
equipment is contained in a wooden carrying 
case 914 in. long, 614 in. wide and 9 in. high. 


cold sample (no boil- 
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MECHANIC 
METAL PARTS WASHER 
— 
wd 


Industrial Parts Washer 


A new, automatic washer for industry 
has recently been put on the market by 
the Modern Mechanic Co., Dept. MF, 122 
South Michigan Ave., Chicago 3, Ill. The 
heavy duty model above includes rinse 
vats for production-line work. One man 
can operate three baskets of metal parts, 
washing, rinsing and draining each basket 
at the same time. 

The Modern Mechanic’s impeller pump 
is powered with a 1% H.P. single phase 
motor and forces a ton of solvent every 
minute over parts to be washed, quickly 
and efficiently removing acid, grime, grease, 
ete. Only 65 gallons of washing liquid 
are used and it is automatically screened 
by baffle-and-grill so it can be used over 
The settling action for dirt and 
chips provided for in design of this ma- 
chine is only one of the many patented 
features of Modern Mechanic. 

Service required is reduced to a minimum 
because there are only three moving parts: 
a motor, impeller and V-belt. 

Further information may be obtained by 
writing the company. 


and over. 


New Toter 
Although originally produced under the 
pressure of war emergency to replace metal 
utility baskets ‘using critical material, these 
\l!-Purpose, newly improved Toters offered 
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Professional Directon§ 


Platers Technical Service 

Electroplating and Chemical Engineers 
Complete services, including solution ana 
ses, process development and deposit test 
S. C. Taormina Tech. Director 
Dr. C. B. F. Young Tech. Adviser 
E. S.. N.Y. C. ORchard 4-171 


G. B. HOGABOOM JR. & CO. 

Consulting Chemical Engineers 
SALT SPRAY TESTING — CERTIFIED 
TO MEET ARMY AND NAVY SPEC 
FICATIONS. Testing of deposits-thicknes 
composition, porosity. Solution — analyses 
plant design, process development. 


44 East Kinney St. Newark 2,N.] 


JOSEPH B. KUSHNER, Ch.E. 
Metal Finishing Consultant 
War plating plants designed and stream 
lined for increased production. 
LA 4-9794 233 W. 26th % 
New York City 


Independence Engineering (. 
CONSULTANTS & SPECIALISTS 


Plating and Cleaning Processes, Pst 


Design, Compliance with Army, Nan 
and Aeronautical Specifications, Testis 
of Deposits, Analysis of Solutions. 


35 E. 22nd St., Paterson 4, N. J. 
ARmory 4-4683R 


CONSULT US ON 
GOVERNMENT & INDUSTRIAL 
SPECIFICATION PLATING 
A. ROBINSON & SON 
131 Canal St., New York 


310 
Telephone CAnal 6 


64 Years in Precious Metals 


“Electro Chemical Technology 


E. J. HINTERLEITNER AND ASSOCIATE 


821 NORTH AVENUE. W. 
WESTFIELD, NEW JERSEY 
PHONE: WESTFIELD 2-476 


NATIONWIDE, COMPLETE CONSULTIV 
SERVICE FOR THE METAL FINISH! 
INDUSTRY. 


Production Sel 


Plant Design Layout, 


Control and Product Testing, Cost Extimatel 


20 YEARS IN FIELD 
MEMBER A.E.S. 


RE-CONVERSION AND PREPAR TION 
PEACE-TIME PRODUCTION: — /ALIZAI™ 
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FOR HIGH ALKALINITY pH MEASUREMENT... 
~ FOR HIGH TEMPERATURE pH MEASUREMENT... 
FOR YOUR PARTICULAR pH MEASUREMENT... 


Get the instrument 
Beckman engineers 
have perfected for the job! 


ROPER pH control of processing operations 
+ one of the most important industrial de- 
velopments in recent years. Step after step in the 
development of this modern tool has been pio- 
neered by the Beckman research staff—bringing 
reduced spoilage, improved product quality and 
lower production costs to thousands of different 
plants in a wide variety of industries. 


Through these years of pioneering, the Beckman 
organization—world’s largest manufacturer of glass 
electrode pH equipment—has developed advanced 
types of pH electrodes found nowhere else in the indus- 
try... unique electrode assemblies that open up en- 
tirely new fields to the greater profits and higher 
production efficiencies obtainable through accurate 
PH control. 


Among the many pH problems solved by Beckman 
engineers, the.following are typical ... 


HIGH ALKALINITY Even in highly alkaline sodium solutions— 
a difficult or impossible application with other glass electrode pH 
equipment—you can obtain uniform accuracy with Beckman equip- 
ment. The Type E Glass Electrode—an exclusive Beckman develop- 
ment—makes measurements up to pH 13.5 with a sodium error of 
only 0.2 in 1 Normal Sodium solutions. In chart at right, above, 
compare this accuracy with that of standard glass electrodes. This 
odvanced development is of tremendous value in highly alkaline 
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FREE! “What Every Executive Should Know About pH’’—a simple non-technical 
explanation of pH control, what it is, how it’s used. Send for your copy today! 


BECKMAN 


NATIONAL TECHNICAL LABORATORIES » SOUTH PASADENA 9, CALIF. 


STRUMENTS CONTROL 


plating processes ...in 
soap solutions ...in proc- 
essing detergents, clean- 
ers and many other ap- 33353 35353 $3353 2253255; 
plications. Investigate | - 333: 
what this exclusive Beck- 
man development con 
future plant processing 
operations! 


HIGH TEMPERATURES if yours is a process involving high 
temperatures, remember that Beckman—and only Beckman—has 
perfected a High Temperature Glass Electrode that can be used 
continuously in boiling hot solutions. This advancement is particu- 
larly useful in many food processes .. . in boiler feed water condi- 
tioning ... and in a wide range of chemical processing operations. 


HARD SERVICE Still another typical Beckman development is 
the “X9” Electrode—a glass electrode particularly designed for 
unusually severe operating conditions such as continuous immersion 
in paper pulps, in ore slurries and other abrasive materials. So 
sturdy is this electrode that it withstands more than 100 pounds 
direct force on the immersion end without breaking, and its thick 


walls withstand an unusual amount of abrasion. 


The Beckman Automatic pH In- 
dicator—the most advanced pH 
instrument available today. 


The Beckman Industrial pH 
Meter—ideal for portable plant 
and field use 


WHATEVER your pH measuremeni or control problem, let the 
Beckman research staff study your particular requirements and 
recommend the type of pH installation you should have. You 


will get the most advanced pH equip t av equip 
that will still be modern years from now. 


INSTRUMENTS 


INDUSTRIES 
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by Andrew Technical Service, Dept. MF, 
3553 N. Halsted St., Chicago, Ill, are now 
preferred in many instances to metal units 
because many specific advantages have been 
demonstrated. 

In specialized industry, the trend is strongly 
toward this non-metal Toter. widely applica- 
ble to shop use, stock rooms, shipping room 

even office use for handling mail, stationery, 
material on way to file, ete. Jobbers of elec- 
trical parts, surgical supplies, office supplies, 
laboratory supplies, hardware and other 
sundries have found them just the thing for 
assembling orders. Rigidly constructed of 
special impregnated, compressed fibre-board 
_of great strength, these Toters possess enough 
“give,” unlike metal or wood, making them 
ideal for glassware or other fragile articles. 

Other advantages worth noting are: water 
and oil resistant—-saves wear and tear on 


tables. conveyors, counters—-sloping — sides 
allow stacking to save space when not in use. 

no metallic clang, or nerve 
To take hard knocks, rims 
are strengthened. with extra reinforcement 
(triple-thick around handle slots). Wood 


cleats fastened to under-side, serve as skid 


They are quieter 
wracking din. 


bars to facilitate sliding, also add strength 
and rigidity. Available for immediate de- 
livery in three handy sizes. 


Wheelabrator Swing Table 


The Wheelabrator Swing Table, manu- 
factured by American Foundry Equipment 
Co.. Dept. MF, 555 South Byrkit St., Mish- 
awaka, Ind., which utilizes the Wheelabrator 
airless abrasive blasting unit, extends the 
speed and economy of airless blast cleaning 
to a wide range of intricate or irregular 
shaped work formerly cleaned in air blast 
rooms in jobbing foundries and other metal 
working plants. 

Four sizes of this blast cleaning machines 
are now available with sizes of the single 
work table being 24”, 66”, 72” and 86” 
in diameter. Operation of the four units 
is essentially the same, the machines varying 
only in details and 
number of Wheelabrator units utilized. 

Work to be cleaned is placed upon a 


minor construction 


rubber-covered work table which is mounted 
on the door of the blast cabinet. As the 
door is closed, the work table swings into 


the cabinet underneath a Wheelabrator air- 
less blast unit. While in this position the 
table is rotated at a predetermined speed. 
The Wheelabrator unit whips a continuous 
stream of abrasive down upon the rotating 
work to the full width of the table so that all 
surfaces are uniformly blasted to bright, 
clean finish. 

Only a very short exposure of the parts 
to the Wheelabrator unit is required to 
clean the exposed surfaces thoroughly and 
uniformly. The Wheelabrator unit is then 
stopped, the door is swung open and the 
part is turned over for cleaning on the 
underside, 

After striking the work, the 
falls through perforations in the table top 
into a hopper below the machine. A screw 
conveyor transfers the abrasive to the eleva- 
tor boot section from which it is carried to 
an overhead abrasive separator. All broken 
down abrasive and useless fines are removed 
and the usable abrasive falls into a_ ster- 
age hopper for reuse. 

One of the most important features of the 
Wheelabrator Swing Tables is that all blast 
cleaning operations are within the cabinet; 


abrasive 


the operator is never exposed to the abrasive 
blast or dusty conditions inherent in air- 
blast room cleaning. 


Spraying Nuglu 

The latest research development of the 
J. T. Siefen Co., Dept. MF, Detroit 9, Mich., 
is the use of a spray gun for recoating polish- 
ing wheels and belts with either Nuglu or 
Brushing Nuglu. 

Benefits of this method are faster pro- 
duction in setting up wheels and belts by 
at least five to one and a more uniform wheel 
or abrasive belt which gives a better finish. 

The use of the spray gun with Nuglu or 
Brushing Nuglu is far-reaching and can be 
adapted to practically all recoating prob- 
It can be made automatic or it can 
be adapted to automatic polishing machines, 
as well as to individual polishing operations 
In the set-up room it has 


lems. 


right on the job. 
been especially successful. 

The best feature, of course, is speed and 
the use of materials without waste on your 
recoating jobs. 

Details will be gladly given by the com. 
pany regarding type of equipment used and 
the best method of application. 


Sanding Wheel 

\ new, brush-backed sanding wheel to be 
known as the Sand-O-Flex has just been 
announced by the Exactone Tool & Die Co. 
It sands, burrs, finishes woods, metals, plas- 
tics. rubber products and many types of 
special materials. The outstanding feature 
of this sanding device is its adaptability te 
jobs that were formerly done only by hand. 

The device consists of a central magazine 
which houses the strip abrasive. Eight of 
these strips extend through the housing and 
are held against the work by tough bristles. 
The bristles “cushion” the abrasive, making 
it possible to get in and around corners, 
hollow and fluted and small 
openings. 

The body and cover of the Sand-O-Flex 
from Zamak. Overall diameter 


surfaces, 


are cast 


METAL 


(including brushes) is approximate) 
Weight fully loaded is about 2° lbs. \ 
mal loading contains 20 feet of abrasiy 
reloading is done simply by unscrewing 
serrated nut and removing the cover 
wide range of abrasives of various grits: 
grades are supplied for use with the sani: 
These cartridges, plus the quick-chany 
feature, permit the same tool to be us 
all operations from rough stage to polis 
surface. 

The Sand-O-Flex fits all standard !," 4 
motor shafts, stationary or flexible 
can be supplied to fit almost any shafts 
on request. A %4 hp electric motor 
handle all normal operations as will | 
Motor speed 
1750 rpm is recommended, decreasing 


portable electric tools. 
proportion to the coarseness of the abra 
used and according to the results desi 
No particular skill is required to  opet 
it, nor is much pressure necessary to 0! 
a good finish—the abrasive does the \ 
Light in weight, the sander is parti 
suitable for use on a flexible shaft. 


Acid Inhibitor 


An organic acid pickling inhibit 
powdered form, designated Pennsalt 
has recently been developed by the 
sylvania Salt Manufacturing Co. This 
terial is highly stable and is com 
soluble in pickling baths of either 
or sulfurie acid. It contains 100% 
ingredients and is highly effective 
low concentrations as 0.029% to 0.10 
weight of the pickling bath. Concent! 
may be varied to meet plant cont 
production rate, and quality of surla 
sired. This material effects econen= 
both acid and metal, while minimum 
tities of inhibitor are required. [Due | 
metal protection the acid is consumed 
cipally in scale and rust remo 
result that the useful life of the bath * 
longed. Pennsalt PM-40 can be 
acid pickle baths prior to electroplatis 
galvanizings and enameling sine it 
rinsing and minimizes hydrogen abs? 
Packaged in drums of 25, 1:0, 
pounds, it is available in com ercial qi 
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WHEN YOU 
NEED A TOUGH 
DURABLE RACK 

COATING... 


Bar 
pxible 
shaft 
will 
speed 
pasing 
abras 
) Opera 


TRADE MARK REG. U.S. PATENT OFFICE 


; LET US PROVE IT! The all purpose Rack Coating 


: SEND US A RACK 


ibit Production proven — no “‘snake-eyes’’ or ‘‘box cars’’— chance is 
, ‘ OR SET OF RACKS eliminated by coating your plating racks with ‘‘DUOPLASTIX IN- 
Thi: FOR A TRIAL COAT- SULATION.” This different all purpose plastic insulation is com- 
ING — NO CHARGE pletely non-oxidizing—possesses true adhesion that prevents seepage 


ee OR OBLIGATION and blistering—high chemical resistance for both acid and alkaline 
baths, either hot or cold. Surface does not wet easily—no drag-out. 


Duoplastix Insulation’s toughness and resiliency produces unequalled 
mechanical abrasion and shock resistance and its retention of flex- 
ibility makes it doubly desirable for use on “spring type racks.” 
DUOPLASTIX INSULATION has created a new high in rack life 


and service. Available in 1, 5 and 55 gallon containers. 


INSULATION DIVISION 


Paint Products Company 
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© Apply Cold by Brush 
or Spray Gun 


® May Be Air Dried or 
Baked 


® Easy to Use 


tities for bulk pickling operations through 


the Special Chemicals Division of the Penn- 


sylvania Salt Manufacturing Co., Dept. MF, 
1000 Widener Bldg., Philadelphia 7, Pa. 


Twin Turret Fluorescent 
Lampholder 

A fluorescent lampholder known as the 
Twin Turret, entirely new in design and 
construction, which holds the lamp securely 
in contact, has been announced by the acces- 
sory equipment division of General Electric 
Co., Dept. MF, Bridgeport, Conn. 

The new lampholder is made for use with 
40-watt lamps. It has a husky metal casing 
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U. S. ST 


Acid-Alkali-Water and 
Corrosion Resistant 


YGON PAINT, a liquid formula- 

tion of Tygon sheet stock (the 
flexible plastic used to line plating 
and pickle tanks), will resist spill- 
age or fumes from all plating or 
pickle solutions. Ideal for lasting 
protection for walls, structural steel, 
tank and equipment exteriors, fume 
hoods, etc. Available in white, 
black, clear, gray, red, green, and 
aluminum. 


Masking Materials — Tygon 
Tempro-tec, a liquid masking ma- 
terial applied by spray, dip, or 
brush. Air dries 4-6 minutes. Peels 
easily free. 


Hook and Rack Coverings—Ty- 
gon flexible tape and tubing for 
protection of hooks and racks. 
Will not take a plate; resists all 
plating solutions; lessens current 


losses. 
YNEWARE 


Fince 1865 dkion, Oheo. 


with insulated face and holds two Mazda F 
fluorescent lamps. Starter sockets are an 
integral part of the lampholder and are 
located between the lamps. They will ac- 
commodate either FS-40 G-E Watch Dog 
starters or conventional FS-4 starters. 


The new Twin Turret lampholder will 
eliminate the costly replacement of broken 
lampholders and will provide positive pro- 
tection against lamps falling out of fixtures. 
Starters may be replaced without disturbing 
lamps. 

Unique features of the Twin Turret lamp- 
holder include its easy. mounting, the sim- 
plified wiring required and its new method 


METAL 


of operation. The lampholder can be moy 
on any flat surface with two screws, py 
ably with lock washers under the o» 


heads. Tinned and stripped 
inserted through entrance holes in the 4 
of the lampholder. Binding screws cay 4, 
be tightened through the holes in the bo 


of the lampholder to make permanent » 
sure contacts. 
The method of inserting and ; 


Moving 
lamps is a new contribution to fluores 
lampholder design. Each Twin Turre: § 
two discs with holes for the pins of Maxi 


lamps. Lamps can be inserted by depres 
either disc of the Twin Turret lamphoij 
with one end of the lamp until the others 
clears the disc in the opposite lampho 
and slips into place. Lamps can be r 
by simply depressing the face of ij 
Turret with one end of the lamp unt 
pins on the other end clear the opps 
lampholder and slide out of place. 
Twin Turret lampholders can be array 


in a number of different ways. It can} 


used in single, double and triple pairs o 
special arrangements. 


Voltage Controller 


To provide a convenient and easy wet 


of obtaining a variable voltage in the {aly 


tory, in the maintenance shop and on} 
assembly line, Superior 
Bristol, Conn., recently added the \ 


voltage 


to their standard line of 
apparatus. This new and unusual insti 
answers the need for a compact and por! 
source of variable a-c voltage. It elimi 
the bother and delay in collecting a 
ting-up separate instruments when $ 
voltage other than line voltage is requ! 
By simply connecting the Voltbox to 
venient single-phase ovtlet, an output Vi! 
from zero to consideraply above line ' 
can be obtained. Accurate voltage *" 
is assured by an easily read 1% vo! 
prominently displayed on the fact 
Voltbox. 

Besides a Powerstat variable tran-!" 
to set the voltage and the 1’> vw 
other features incorporated are a dial 
output receptacles, binding posts. 2% 
input cord and plug. To prevent 0 
ing, the Volthox is protected with 2" 
breaker mounted on the front pane! 
circuit breaker also serves a+ 4” 
switch. The type numbers of the 
boxes are prefixed with the | 
show that the models described are 0% 
lated. Unregulated Voltboxes sre 
two models. Model U-1000 op rate 
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HAVE YOU 


YOUR BRUSH 
REQUIREMENTS 
LATELY? 


| on engineers are constantly im- 
proving their products to keep pace with 
the more recent requirements of higher 
current carrying capacity, less friction, 
higher speed operations and better com- 
mutation. 


It is not enough for a Keystone brush to 
meet ordinary service. It is specifically 
designed and processed for the particu- 
lar application on which it will serve and 
incorporates all recent improvements. 


Keystone Brushes, because of their ex- 
cellent physical properties and many hid- 
den characteristics with exclusive fea- 
tures, are a decided improvement. It will 
pay you to check your brush require- 
ments first and then check with Keystone. 


WRITE FOR CATALOG 
AND PRICE LIST K-15 


Manufacturers 
1935 STATE STREET, 


Keystone Metal- Graphite 
Brushes for low voltage gen- 
erator and slip ring applica- 
tions assure dependable 
electrical energy at all times. 
Copper and graphite are 
carefully proportioned to 
meet the needs of the indi- 
vidual piece of equipment. 
The brushes have excellent 
lubricating qualities and 
molded-in shunts establish 
a perfect connection. Your 
order for popular types and 
sizes can be quickly filled. 


EYSTONE CARBON COMPANY, 


b Precision Molded Products 
SAINT MARY S, PENNA. 
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. Check Tank Solutions Frequently 


This Quick, Simple FERRO Way! 


Accurate tests so simple that they can be quick. 
made by any workman, are helping many con 
panies get better pickling results and, incidenta?! y, 
saving these companies money. 

Renee Pickle Pills, dropped into a quart mith 
bottle half filled with the tank solution, will tett 
you in minutes the amount of iron in a pickling 
bath... or the strength of sulphuric acid ... or, 
again, the strength of muriatic acid. 

Stull other Ferro Pickle Pills are available f+ 
testing the strength of alkali in neutralizing baths. 
And for determining the strength of metal clear - 
ing solutions—in fact, almost any special testir zg 
requirement, 

Write for full particulars! Better yet, orde: 
trial quantity. You'll find they save time, valuahie 
materials and, even more important, critica! 
man-hours, 


METAL 


115 volt line to deliver an output 


from 0 to 135 volts at 7.5 amperes hy 


model U-800 has twice the voltage raj 
and an output current of 3.0 amperes, 
When the incoming line voltage flucty 
to the extent that it is impossible to se , 
hold the voltage to a prescribed valy 
Regulated Voltbox is recommended. 
regulated models are similar in every dey 


to the unregulated type except volyy 


stabilizer is included. This means cong, 
voltage at any value of output. lj 
ponent parts are housed in one self-contaiy 


cabinet which allows the same flexibility 
obtained with the Unregulated Voltbox, J) 


Regulated Voltbox is called the R500, 


is designed for operation on 115 volt 


with a maximum output of 500 VA, 


Further information may be obtained 
writing to Superior Electric Co.. 563 Lay 


St.. Bristol, Conn. 


Hermetically Sealed Meters 


In applying the principles of va 
tube sealing, i.e., glass-to-metal, in addi 
to other design refinements, engineers ai 
Marion Electrical Instrument Co.,_ 


ANODIZED 
ALUMINUE 
FLANGE 


CORNING 
Giass 10 


DRAWN 
———— 


cu 


_ 


) TERMINALS 


MF, Manchester, N. H., have achieved ! 
hermetic sealing in their newly perl 
hermeticaily sealed 2'4” and 
cal indicating instruments. 

By building the mechanism into ¢ ! 
tective cup-like frame, and 
the glass cover to the metal rim, Pp 
hermetic sealing has been effected ¥! 
minimum number of seals. There 2 
rubber gaskets or cement seals. Tes 
proven the effectiveness of the new ' 
of sealing under severe tropical 
freezing conditions. The Marion insiril'™ 
can be immersed in boiling brint 


. for weeks, or frozen to minus 40 F.. ¥! 


deterioration of the seals. 


The window sealing process wis oe" 
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METAL CLEANING AND NEUTRALIZING 
| 
| | 
| 
| > = - 
: GLASS BEAD Bmpa 
~ Beam! 
= 
\ | 
7. 
] hey 
hier 
| FERRO PICKLE PILLS 
FERRO ENAMEL CORPORATION. 
r 4150 EAST 56 STREET CLEVELAND 5, OHIO | 
a 
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Varig d perfected in cooperation with the engi- 
sw ers of the Corning Glass Company. 
Windows are of double ‘thickness 
5. red glass. processed for solder sealing, and 
uctuain highly resistant to shock. Completely 
set a hydrated. the instruments are filled with 
value air at sea level pressure. A newly de- 
Lh crowned erystal permits greater scale 
reduces shadows and makes for better 
voltes bility. Magnetic shielding makes _possi- 
constg . interchangeability on any type of panel 
shout affecting calibration. For extra R.F. 
the instrument can supplied 
bility plated. 
OX. TMMRSilver clad beryllium copper hair springs 
300 jJuce zero shift at all temperatures. The 
linfiendard Kovar glass bead type terminals 
th solder lugs and the special phosphate 
ined Mpish on the case, which meets a two-hundred 
; Laylifibur salt spray test, are among the features 


orporated in the new Marion instruments. 

P Built to A.W.S. standards the meters are 

ers Bailable in all d.c. ranges. Type HM 2 is 
Bectly interchangeable with A.W.S. type 
R 24 and 25. Type HM3 is directly inter- 
angeable with A.W.S. type MR 34 and 35. 


Centrifugal Pumps 


SA new line of Superflo Centrifugal Pumps 
s recently been announced by the Gray- 
ills Co., Evanston, Il. 


DRAWN volume delivery per horsepower 
STEEL ? 


cur (i ease of maintenance are features of 
‘6 new pumps. The heavy duty motors 
fF mounted integrally to the pumps for 
e™pactness, strength, and to provide a 
eamlined design, 
a’ Blhe pump motors range in various sizes 
be 
orf and h.p., with volumes of 
75 
her tre 13 basie models available with 
voltage characteristics. 
sealife’ are types for horizontal-external 
unting: for vertical-external mounting; 
wit ier pumps with floating impellers are 
art ve lor submerging in the coolant system 
eTVO 
aie] 1 he latter may be used for fluids 
abrasive content. Grease-sealed motor 
earings 
ig mechanical seals of the pumps: 
BSpecit 
is, performance and construc- 
wl . ces and full information may 
writing the Gray-Mills Co., 
ve 148 Ridge Ave., Evanston, Ill. 
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“CONVERSION 


NO PROBLEM 
WITH DETREX 
DEGREASERS” . 


1945 


IS 


8 PRODUCTION CHANGES 
SINCE 1941 


Early in 1941, Electromaster, Inc., purchased the degreaser shown 
above. Before they could use it in their regular peacetime produc- 
tion, if was put in operation for the degreasing of bomb fins. Since 
that time, new contracts for incendiary bombs, bomb burster tube 
assemblies (pictured), stampings for War Department materiel, and 
bomb adapiers and parts have necessitated minor changes to 
accommodate the various products. The eighth change has been 
made only recently. 


After the war, this company plans to utilize this same machine for 
the degreasing of parts for electric ranges and water heaters. 


HE incendiary bombs dropped by General Doolittle on his first Tokyo 
raid .. . and thousands now finding their targets in Japan . . . are only 
a few of the war products which have flowed through this vapor-spray 
vapor Detrex Degreaser. Degreasing operations, for weeks at a time, were 
on the basis of one bomb every three seconds in 24 hour day production 


For other types of products, too, this machine has proved equally as 
valuable to Electromaster. By changing fixtures and speed of cycle 
accomplished in only a few hours it was found that any parts of a size 
which could be conveyed through the machine were degreased thoroughly 
and efficiently. 


Any Detrex Degreaser is immediately adaptable to changing production 
needs-whether for war or peace 


MORE BONDS 13009 HILLVIEW AVE. $ 


RIT ° MICHIGAN 
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George H. Nankervis Co., 
5408 Commonwealth 
Ave., Detroit, Michigan, 
designs and manufac- 
tures racks and fix- 
tures forevery type 
of anodizing and 
electro plating 
service. 


Blast Nozzle 

Adding to its present line of Long-Lyfe 
blast nozzles, American Foundry Equipment 
Co., Dept. MF, 555 S. Byrkit St. Mishawaka, 
Ind., is now in a position to supply a com- 
plete line of nozzles using the well-known 
Norbide Borium Carbide inserts—the hardest 
material made by man. 

An added feature to long service life is 
the jacketing of this insert in an abrasion- 
resistant alloy steel. The nozzle is 
guaranteed for 1,500 hours of service when 
used with steel shot or grit and for 750 
hours when used with silica sand. 

Improved blasting efficiency, decreased air 
consumption, and low hourly costs are among 
the advantages claimed by the manufacturer. 


new 
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The rack shown is one 
of a complete line of pro- 
duction anodizing fixtures 
designed to handle every 

shape and type of part. It 
pays to use ‘‘Nankervis’”’ racks 


—expertly designed and made, 
yet costing no more than ordinary 
racks. Another point: Nankervis spec- 

ifies and uses BUNATOL for rack insu- 

lation; No. 160 for anodizing racks and 

No. 720 for all other types. BUNATOL rack 
insulation has, for nine years, been the 
outstanding insulation in hundreds of shops. 


NELSON J. QUINN COMPANY 


TOLEDO 7, OHIO 


BUNATOL 


New Voltammeter 

Simultaneous readings of current and volt- 
age are taken with the new Voltammeter, 
Model 601, manufactured by Associated 
Research, Dept. MF, 231 South Green St., 
Chicago 7, Ill, specialists in electrical in- 
struments for indication, control, and current 
measurement. 

Contained in the sturdy compact case of 
this one instrument, are an a.ec. voltmeter, 
and an a.c. ammeter, ready for instant use. 

The ammeter (at right) measures from 0.2 
to 500 amperes in eight current ranges: 
0-1. 0-5, 0-10, 0-25, 0-50, 0-100, 0-250, 0-500. 

The voltmeter (at left) measures from 30 
to 600 volts in three ranges: 0-150, 0-300, 
0-600. The voltmeter can also be used on 


d.c. at these ranges. 

An inserted primary current transfor 
with 8’ secondary leads facilities the me 
urement of current on the 0-100. 0-250, q 
0-500 ampere scales without subjecting 4 
meter to the stray magnetic fields. User 
locate the meter where it can easily he ry 
regardless of the current transformer’: |x 
tion. The range selector switch on the py 
permits quick reading of currents in a 
eight ranges. 


gra 

Large instant reading scales have yh ca 
backgrounds with figures in jet by Cor 
covered by glass, and mounted at rex fi 


panel. 

The strong metal case is provided wi 
stout carrying strap. Size of case is 124 
9%” x 10”. Weight packed for shipn 
25 Ibs. 


Zine Stripper 


All-Brite Chemical Co., Dept. MF, Wa 
bury 89, Conn., has announced the dev 
ment of “Zinc-Strip”, an alkaline agen! 
stripping defective zine plate and zinc} 
ing racks without danger of attacking 
steel base. The company claims that ‘2 
Strip” can be used for stripping Zinc « 
ings, dull, bright or galvanized. A i 
ness of about .0002” Zinc plate ma 
removed in approximately one minute. 
new equipment is required wherever! 
ordinary steel tank used for cleanité 
available. 

“Zinc-Strip” is supplied in dry form! 
proximately 400 pounds to the drum 
added to water just prior to ysing. ! 
literature and technical consultation § 
ice is available on request. Samp 
Zinc plated work will be stripped " Bw 
laboratory of the 
for inspection without obligation 
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User gil Arthur A. Schuenemann 

be "he Udylite Corporation, 1651 E. Grand 

ree evard, Detroit, announces the appoint- 

the pa tt of Arthur A. Schuenemann as metal 

service engineer. Mr. Schuenemann 
» craduate of Ohio State University. He 

Ve WH formerly employed by the General Elec- 

"t Su Company and for the past ten years has 

t Tet MB with the Harshaw Chemical Company 
plating research and service engineering. 
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William Henry Moyer 


yiite also announces the appointment 


ie William Henry Moyer as Philadelphia 
me sentative and service engineer operating 
a of Udylite’s New York office. Mr. 
vis er 1 graduate of Bethany College, 
husylvania, and was formerly plating con- 
d t with the Jacobs Aircraft Engine 
of Pottstown, Pa. 
of its pre-Pearl Harbor ex- 
pa ‘gram will be undertaken by Min- 
p’c Mining and Manufacturing Co., St. 
the immediate postwar period with 
ruc of a new 400,000 square foot 
otch addition to its St. Paul plant 
re l a rquartz roofing granules plant 
the S 
— ae ~ heement of these plans was made 
\IcKnight, president, on behalf 
mthe | directors of 3-M Company. 
ee an ment came hard on the heels 
ope ement that a Minnesota Min- 
‘facturing Co. subsidiary, the 
al ontheg Corp. of Chicago, has been 
a the government to build and 
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Easy to apply —but hard to wear off 


A few dips in the handy, open-end drum—and your plating 
racks are coated with a tough, resilient insulation that you 
can count on to stand up through cycle after cycle of trouble- 


free operation. 


The remarkable properties of the special resins used in 
Unichrome ‘‘Air Dry’’ Rack Coating account for its extreme 
resistance. Continuing research in selecting and formulating 
these resins gives you maximum protection at minimum cost 
. ..an insulating coating effective in all plating cycles where 
an air drying material can be used. Write to nearest office 


for prices or a trial order. 
* 


UNITED CHROMIUM, INCORPORATED ature. 


5! East 42nd St., New York 17, N.Y. + 2751 £. Jefferson 
Ave., Detroit 7, Mich. + Waterbury 90, Conn. 


handling- uts cleanly and 
easily at contacts 

* 

Reg. U.S. Pat. Off. Drying— Dipped in con- 
tainer in wh it is shipped 


PROPERTIES 


Chemical Resistance — Ex- 


cellent for ail plating cycles 


Toughness — Withstands 


repeated flexing and shop 


and dried at room temper- 


Adherence — Excellent. 


Unichrome Coating new rack 
insulation, similar to “Air Dry” but which is 
force dried to obtain the extra adherence 
fequired in anodizing and hot, strongly 
alkoline solutions 


operate a $7,000,000 plant at Ottawa, IIL., 
in the government's latest step to help meet 
the shortage of military tires. 

The additions, including equipment, are 
estimated to cost some $4,000,000, and funds 
have been earmarked to carry these projects 
to completion as soon as wartime restric- 
tions on materials and man-power are lifted. 
Approximately $2,500,000 is to go into the 
St. Paul plant. These expansions are part 
of a 3-M Company growth program which 
was in progress when the United States 
entered the war, and resumption of which 
is a major postwar aim of the company. 

The new St. Paul add | | 
four-story structure, similar in construction 
to the other plant and will be joined by 
openings which will be cut through. 

The new structure will be 508 feet long 


it1i0n will be a 


and will have an average depth of 200 
feet. It is designed to bear eight stories 
if future expansion is desired. In addition, 


Unichrome Quick Dry Stop-Off 322 — for 
cyanide copper and other piloting work re- 


quiring on extremely adherent stop-off 


Unichrome Quick Ory Stop-Off 323 —for shields 


chromium ond other plating work requiring o 
stop-off thot can be peeled off ofter use 

Unichrome Resist—o solid insuloting moteral 
for constructing composite chs, stop-off 


a one-story building 75 feet by 50 feet, will 
be constructed at the west end of the new 
building, to house rubber compounding 
equipment. 

The Phillips Manufacturing Co. and the 
Phillips Chemical Co. both of Chicago, Tl. 
are pleased to announce th appointment of 
Frank J. Kenney of Syracuse, N. Y. as their 
distributor for that area of New York State 
from Rochester east, excluding the Metro- 
politan New York City 
the state of Vermont. 

Mr. Kenney who has been very 


irea and including 


active 
in this area for many years will handle the 
complete line of Phillips metal cleaning 
machinery, including vapor degreasers, al- 
kali washers, wax melting tanks plater’s 
tanks as well as the line of Phillips con- 
trolled cleaning chemicals. Mr. Kenney’s 
address is 815 James St., Syracuse 3, 
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“AIR DRY” RACK COATING 
| 
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| 
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“PENOTRITE” 


ROOM TEMPERATURE 
DEGREASING SOLVENTS 


Right at the Bench 


Along the Production Line 


Prior to Painting 
Before Plating 


For Final Cleaning 


for complete information wrste 


GENERAL SOLVENTS COMPANY | 


926 EXCHANGE ST. 


INCORPORATED 


ROCHESTER, NEW YORK 


TEST WORK REPORT 


on your parts 


BARREL 


ABBOTT 


"THE ABBOTT BALL COMPANY 
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Parts of odd shapes and sizes, which 
seem to be a problem, are being success- 
fully deburred by the ABBOTT Method 
... The Abbott metallic materials are 
available in shapes and sizes to insure 
contact on practically all types of small 
parts. 


TRY IT! 


* TEST WORK REPORT 
Send a few unfinished samples 
and get a Test Work Report 
—it’s free and will give the 
facts. 


1046 NEW BRITAIN AVE. 


FORD 10, CONN 
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The Hanson -Van Winkle - Munning | 
Matawan, N. J., manufacturers of ele, 
plating equipment and supplies, will res, 
during this year, a Golden Anniversary ¢,, 
tificate from the National Associatiy, 
Manufacturers, as a founding company 
has been outstanding in contributing 
American industrial progress. 


um, 


a i 


Mixing Equipment Co., Inc., of Roches 
N. Y., manufacturers of the well-knog 
“Lightnin” and “Mixco” mixers and ayy 
tors, announce the addition of a new rey 
sentative. He is George R. Mellema ang \y 
offices are located at 1024 Plymouth By 
ing, Minneapolis 2, Minn. His territory y 
include Minnesota, North Dakota, § 
Dakota and the extreme Western sectigy 
Wisconsin. 


C. E. Mason has been appointed techniql 
director of the Bristol Co., Waterbury § 
Conn., manufacturers of automatic cony 
and recording instruments, according to g 
announcement made by L. G. Bean, vio 
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C. E. Mason 


president in charge of engineering ani * 

Mr. Mason was graduated from Mari 
College in 1917. After service during \ 
War I as a pursuit pilot in the U. >. io 
Air Service, he became interested in | 
neering problems in the petroleum indus 
and _ practiced consulting engineering 
Tulsa until 1925, which led to his speci 
ing in automatic control problems. | 
1925 until 1941 he was associated with 
Foxboro Co. and for several years 0! ' 
period he was director of contro! 
From 1940 until joining the Brist: 
was director of engineering of the '/ 
Neilon Regulator Co. 

Mr. Mason has written many papel 
the basic principles of automatic col 
which have been published in the tech! 
journals. He has been actively asso! 
with many technical groups study 
science of automatic control and 
member of the Committee on T/cor) "BRR 
International Instruments & 
sion of the American Society o/ Mech 
Engineers. 


resear 
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Ty streamline present activities and to 
epare for post-war operations, United Chro- 
um, In orporated, announces the opening 
a new district office in Dayton, Ohio, and 


Technical Methods 


Presented in the hope that they will 
prove interesting and useful to you. 


echnied 
9 
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Highly Versatile ‘Pencil Weld 
Welds Cold... Corrects Flaws and Defects 
... Saves Man Hours, Materials 


L. A. Critchfield 


¢ appointment of two men, well-known in 
idwest territory where they have been ac- 
e for many years, as district managers. 
L. A. Critchfeld is now managing the 
strict office at 845 North Main St., Dayton, 
hio, and will supervise activities in South- 
1 Ohio and Indiana, West Virginia, Ken- 
cky, Tennessee, Alabama and Mississippi. 
e joined United Chromium in 1940, with 
1 excellent background of technical train- 
g and more than 15 years research and 
oduction experience metal finishing. 
though operating out of Detroit since that 
ne, he is equally well known in Eastern 
ectroplating circles. Formerly in charge 
the plating and polishing division of 
amilton Watch Co., he served as vice- 
Besident of the Philadelphia Branch and 
ter founded the Lancaster Branch of the 
merican Electroplaters’ Society. 


The Pencil Weld Gun, used with its Vibra-Weld 
Transformer, offers simplicity and versatility never 
before known in the industry. Equally effective in 
correcting flaws and defects in both ferrous and non- 
ferrous metals—for welding cold, without setting up 
stresses or crystallization. 


Simple in Operation, the Pencil Weld Gun re- 
quires but a few moments’ practice to achieve results >. 
formerly unobtainable with any method. Utilizing a 
combination of air, high amperage and low voltage, 
the weld never exceeds 125° to 130° F. The gun uses 
a pure aluminum or nickel rod, which is applied di- 
rectly to the defective area. When the surface has 
been finished and polished off, it is impossible to 
detect the repair. Easy to use, as gun peens and welds 
simultaneously. The Pencil Weld Gun and Vibra- 
Weld Transformer can be used wherever 220 volt 
single phase electricity and air outlets are available. 


Close-up of new Pencil Weld Gun 


Unavailable, however, is Wrigley’s SpearmintGum. 
As the makers of Wrigley’s Spearmint are unable to 
continue manufacture of the product up to their qual- 
ity standards under present conditions, the only un- 
qualified protection they can give io the consumer 
and the dealer alike is to keep the Wrigley’s Spear- 
mint wrapper empty. While they advertise this empty 


dss wrapper, none is being made and any found on the 

= market is old production of a perishable product. Pencil V’eld Gen with Vibra-Weld 

1 W You can get complete information from Transformer 

AI Mid-States Equipment Company 

in 2429 South Michigan Avenue, Chicago 16, Illinois 766 

Ind 

- He is a graduate industrial chemical engineer Marie has, for the past twenty years, been 

+ and has been with United Chromium since closely associated with the metal finishing 

$f 1929, specializing in sales and service engi- and electroplating industry. 

: neering. Having a broad practical experi- 

y ence in the installation and operation of Rheem Research Products, Inc., Baltimore, 

Vas metal finishing processes, Mr. Dudley enjoys has formed a new marketing division to pro- 
a wide acquaintance among manufacturers mote and broaden the use of Lridite, and to 

yer and job platers in the East as well as in the develop new product ideas. 

oe Mid-West. The Detroit sales office together Under the direction of Harry C. Irvin, the 

ee with a research laboratory and pilot plant is marketing division will work directly with 


R. H. Dudley 
ey has been made Detroit District 
charge of Michigan, Northern 
liana, and Western Pennsylvania. 


R.H 
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located at 2751 East Jefferson Ave. 


Howard M. Marie is now representing 
Rheem Research Products, Inc., Baltimore, 
manufacturers and marketers of Iridite, in 
the Southern New Jersey, Pennsylvania, 
Maryland and West Virginia territory. Mr. 


1945 


basic industry on corrosion problems. Chief 
product of the company is Iridite—a corre 
for zine and cadmium 
plated surfaces, zinc die castings and hot-dip 


sion-resistant finish 

galvanized products. 
Jules Horelick has succeeded Mr. Irvin as 

superintendent of the Baltimore plant. 
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The Hanson-Van Winkle - Mun: ng Co, 
_ Matawan N. J., announces with regret th 

, | retirement of their Secretary and Directy, 

Nelson Todd, who leaves to go into othe 

r qk W ih fields. Mr. Todd, who has served with th 
company for 29 years, has contributed great) 


to its welfare. His associates have public 
expressed their appreciation of his wo, 


BRINGS TO THE PLATING INDUSTRY THE OUT- fitue 
STANDING EQUIPMENT DEVELOPMENT DURING N. A. Munning, formerly Assistant Treg 


urer, has been elected secretary of th 


THE PAST QUARTER OF A CENTURY company. 


; The Ferro Enamel Corp., Cleveland, Ohip, 
He “t _ doubled the facilities of its Engineering D. 
partment, with E. W. Dany in charge x 
| Chief Engineer. Drafting-room has 


been increased 100% and newest type light 


ing and ventilating equipment has beep 
installed. Office-space has also been. jp. 
creased. 


Black-Ox Chemical Co. of Newark. N. J, 
manufacturers of various types of black Ke 
oxide compounds for the chemical treatment 
| of ferrous and non-ferrous metals, has an 


Metal 


FOR 


annot 


xr $ nounced the appointment of Mr. Victor Mr. J 

(PATENT APPLIED FOR) | Bas 0 

10 vic 

FULLY AUTOMATIC | jen 

PARTIALLY AUTOMATIC | e 

| 
EQUIPMENT | 

| of its 


PLATING 


sa 
t vice-] 

ANODIZING 

cha rg 

CLEANING 

PICKLING 

Bg anizi 

CROWN RHEOSTAT & SUPPLY CO. bes 

1910 MAYPOLE AVE. CHICAGO, ILL. _ 
Pre 

Brenr 

Indus 

THICKNESS 
BOhio, 

OF Victor Michaels Ass 

Michaels as manager of its Field Engineens ; ey 

ZINC ° CADMIUM service for the Eastern District. Mr. Michaels a te 

who for many years has specialized in 

T I N Cc o P P E R _ field, will make his headquarters at the com 7 ‘ip 

can now be determined pany’s home office, 754 McCarter Highway chief 

with the new electrically | Newark, N. J. a come 

operated The Cowles Detergent Co. announces the a i 

KOCOUR appointment of Clarence G. Ozar to the sta! an 

AUTOMATIC of their metal cleaning service |aboraton 

PPI Mr. Ozar received his degree in chemi oe 

DROPPING | from the University in Detroit and comes ! rr 

UNIT | Cowles after twelve years’ experience in“ ieee 

Write for literature. metal working industries. aes 


Mr. Ozar’s technical background and pt 


K Oo Oo U Oo tical experience make him an extreme 


valuable addition to the companys rapl! 


4720 S. Christiana Ave. | expanding metal cleaner departi nt. He 4 ie 
Chicago 32, Ill. will assist directly in solving met cleaning ou 
Specify Kocour Sets from your supplier. = both in the laboratory «id i" ™ meta 
eld. 
226 METAL FINISHING, May. 1% 


Keen Johnson 


Keen Johnson, for the past year an as- 2a) eee a That’s why the graphic story of 


sistant to the president of the Reynolds Luster-on, told in these unre- 
a Vetals Co. has been made a vice-president. touched photographs of a bit brace chuck means so much to manu- 
\ tr, Johnson, a former governor of Kentucky, facturers of tools or other zinc-plated items. 
has offices in Washington. This promotion Luster-on is an easily-applied, chemical bright dip which gives zinc a 
10 vice-presidency is coincident with the re- the stable, passive corrosion-resistance of cadmium — protecting parts 
tirement, because of ill-health, of W. G. from unsightly finger-marking and age stains. Yet Luster-on is available 
Golden, vice-president, who was active in now for your products. 
the Reynolds organization for many years. The above photos show clearly how successfully Luster-on treats both 
Reynolds Alloys Company, a Reynolds knurled and smooth surfaces — gives them mirror-like brilliance, and ; 


bMetals subsidiary, has named Mr. A. J. 


long-lasting tarnish resistance. Investigate Luster-on, the economical 
Phillips, vice-president, as general manager 


protective finish. 


Blines of protective coating materials for the 
plating industry and for other industrial uses. 
President of the new company is M. C. 
jrennan who is also president of General 
Industrial Products Co., New York; Inter- 
national Railway Car and Mfg. Co., Kenton, | 
p%hio, and B and D Gage Tool Co., Detroit. | 
\ssociated with him will be three former | 
Bexecutives of Michigan Chrome and Chemi- 


of its plant at Listerhill, Alabama. It also 3 ‘ 
announces the naming of David P. Reynolds KEMO SAYS: Send us a sample of your 2 
: zinc or zinc-plated items for free processing ee 
as a director and of Robert Weiller as a with Luster-on. See for yourself how it can | 3 
vice-president. David P. Reynolds is vice- improve your products. 
president of Reynolds Metals Company in oad Spring 
Icharge of advertising and public relations j Please send me full particulars about 
tnd aluminum sales. \ Luster-on bright dip for zinc surfaces. 
: I am (am not) sending sample part for 
"I free dip. No obligation, of course. 
Announcement has been made of the or- =f 
ucts Co. which will manufacture complete ‘| 
| 
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ering 

rack, Company of Detroit. Vice-President in | 
this MecBarge of sales is W. A. Nelson who pre- | 
com [a OUSly was head of chemical products sales 


ai for Michigan Chrome. C. J. Weine, who was 
pchief chemist of the same company, also be- 
po°mes a vice-president of Peninsular and will 


charge of all chemical production and 
H, Ploe, who in his previous 

tort was responsible for purchasing, 

jist) and personnel, is secretary and | 

es 

The mpany has purchased a plant at 


6795 East Nine Mile Rd., Van Dyke, Mich., | 


pra Band ar starting immediate production of 
ne! ruck coating lacquers, masking lacquers and 
ly stop-off wax, maintenance paint and 
Be special protective coatings for industrial COMPOUNDS: Burring, Cutting Down, Polishing, Mirror Finishing. 
me PUrpose 4 layout dye, used as a back- 4A CEMENT: Used for setting up Wheels, Belts, Buffs & etc ii: 
preparing scribed layouts on HARRISON & COMPANY, INC., Haverhill, Massachusetts 


also be manufactured. 


FINISHING, May, 1945 


Ci, 
cAN wnt © 
lack 
Sie. 


BARBER-COLMAN 


TYPE FYBA 
SEMI-BALANCED VALVE 


White for Bulletin 
“CONTROLS FOR INDUSTRY” 


MOTOR-OPERATED 


VALVES ... 


INDUSTRIAL SERVICE 


Barber-Colman electric motor-operated 
Valves offer a number of advantages 
for all types of process and other con- 
trol systems associated with industrial 
equipment. They will provide reliable 
shut-off for gases and liquids because 
of positive power-driven seating, and 
can also provide accurate motor- 
driven positioning for proportioning 
service. Current is consumed only 
when the valve is changing position. 
Motors are available for either low- 
voltage or high-voltage lines. These 
valves are made in a wide range of 
sizes and types, for accurate, depend- 


able service. 


BARBER-COLMAN COMPANY 


1205 ROCK ST. e ROCKFORD, ILL. 


Columbia Generators embody every feature 
@ssential for dependable, 24-hour operation. 
They are built for eiectroplating service in sizes 
wf 6 to 20 volts, 500 to 20,000 amperes, for 
anodic treatment of aluminum in sizes of 40, 
50, and 60 volts, 500 to 3,000 amperes. Columbia 
Generators for other electrolytic processes range 
from 2 to 250 KW, 100 to 40,000 amperes, 
& to 60 volts. Write for full information. 


COLUMBIA ELECTRIC MFG. CO. 
4519 HAMILTON AVE., N.E. » CLEVELAND 14, OHIO 
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Chicago Office — 1525 E. 53rd St. 
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Associations 
and Societies 


American Electroplaters’ Socig, 
Indianapolis Branch 


The Indianapolis Branch of the Ameri 
Electroplaters’ Society held its regular me 
ing April 4, 1945, at the Hotel Riley, ; 
dinner was served at 6:30 P.M. an 4 
business meeting was called to order at 3 
P.M. by our president, A. L. Chesterji 

secretary’s and 
were read and approved. 


A short discussion was held on plans {y 


a dinner dance to be given by the Bran 
in the latter part of May or early part 


June. Mr. Chesterfield said he would y 


point a committee to work out the detajh 


of the dinner dance and that they wou 
make a report to the members at the ney 
meeting. 
Vr. Wm. M. Martz was elected to act 
membership in the Indianapolis Branch, 
Mr. A. J. Wurster and Sherwood (Pet 
Rickert of the Industrial Filter and Pun 
Company, spoke to the members of |! 
Indianapelis Branch. 
some of the most common troubles encou 
tered with pumps and explained how thy 
can be eliminated. Mr. Rickert gay 
demonstration showing how the bags of |! 
filter became pre-coated with a filter aid a 
he also showed how the bags were clean 
by the use of compressed air without tea 
ing down the filter unit. 
The meeting was adjourned at 9:40 P.\\ 
Carl A, Vorris, 
Secretary and Treasur 


Branch 


With an attendance averaging 65 to # 


Los Angeles 


the morning and afternoon business sessivls 


and 320 at the banquet in the evening, ! 


15th annual educational session of Los 4 


geles Branch, A. E.S., was held at the Li 


Angeles Breakfast Club on March 24. 
The educational program was presented 
morning and 
beginning at 10 A.M. and 1 P. M.,, resp 
tively, with a recess in between for a ¢ 


luncheon. 
The program of the business sessions ! 
cluded what probably was the finest lineup 


for Electroplating and other Electrolytic Processes 


194) 


FINISHING, May 


treasurer's report 


Mr. Wurster told of 


afternoon business sessilis 
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oeakers from the standpoint of a diversifi- 

‘on rely subjects that the Branch has 

} presented at any of its annual conven- 
ins. There were four speakers represent- 

= » outstanding midwestern manufacturers of 
‘jating equipment and chemical supplies, 


one local speaker. 
OC The first speaker was Marshall Wells of 
Westinghouse Electric Co.s Southern 


mericg Jifornia division. His subject was “Elec- 
in Use Today.” Mr. Wells had de- 
ley, 4 cored an excellent talk on “Illumination 
nd th 4. It Pertains to the Plating Industry” at 
at 80M) February 12 meeting of the Branch, and 
terfie a invited to appear on the program of the 
educational session to present an 

Jaboration of his February theme combined 
ans {oy th a discussion on electronics. 
Bran \fter a one-hour recess for lunch from 
part to | o'clock, business discussions were 
ld aj esumed with the introduction by Chairman 
detail il Coffin of P. L. Pine of the Harshaw 
hemical Co., Cleveland, O. Mr. Pine de- 
© neviilivered a talk on “The Importance of Purity 

Plating.” 
act The other speakers included William Jack- 
ich, m, Udylite Corp., Detroit, Mich., on “Plat- 
(Pet ne Barrels and Their Application”; L. R. 
Pun lvidson, president, Sturgis Products, Stur- 
of th Mich.. on “Automatic Barrel Burring, 
old {Honing and Coloring”; and Fred P. Green. 
neou own Rheostat & Supply Co., Chicago, on 
the Plating Equipment.” Question and 
ave woswer periods were held after each speaker 
of th meluded his talk. 
id ani fe ~The annual banquet and dance was held 
leane in the ballroom of the Los Angeles Breakfast 
tear between 7 P.M. and midnight. Miss 

Betty Gordon, accomplished accordioniste. 
P.\| who has appeared at the last three annual 
rris banquets of the Branch, enlivened the dinner 
sure hour with personal serenades of various 

unitaries, 

lutroductory remarks at the evening affair 
aK) were made by Marcus D. Rynkofs, general 


chairman of the program committee. Dance 
music for the annual ball was by Art Whit- 
and his orchestra, in addition to which 
floor show of special entertainment fea- 
tures was offered. 

ed Proceeding on the plausible theory that 
jon, Ae’ future of any organization lies with its 
spe younger members who must carry on as the 
responsibility is handed down to them from 

founders, Los Angeles Branch of the 
\.E.S. continued its poliey of advancing 


QUALITY PLATED FINISH 


ECONOMICAL, DECORATIVE 


Tarnish Resisting...Faster 


Plating...Lustrous Finish 


SPEKWITE plates quickly and directly on nearly all metals, 
and covers hard solder and most soft solders. Soldering 
and welding are easily accomplished on SPEKWITE plated 
work. Extremely high throwing power enables it to pene- 
trate deep recesses. Used extensively on Government work. 
SPEKWITE has high salt spray resistance (about 12 times 
nickel for same thickness), and is non-magnetic. Articles 
can be formed after plating without cracking or peeling. 
Plating can be controlled by plater at tank, or by laboratory. 
Ideal for plating in a steel tank, basket and barrel. 
Economical—only 1 |b. of SPEKWITE plates about 100,000 
sq. in. minutes of work. Reflectivity is high—82% of silver. 


ORIGINAL PATENTED COMPOSITION FOR DEPOSITING 
A TRI-METAL ALLOY PLATE OF COPPER, ZINC AND TIN. 
U. S. PATENT NO. 2,079,842 ISSUED MAY 11, 1937. 


DRASTIC NEW REDUCTION IN PRICES 


afforded by considerable savings in manufacturing costs. 
SPEKWITE costs less than nickel plating for the same 
thickness. 


WRITE FOR’ LITERATURE 


Data sheets describing 
SPEKWITE in detail—advan- 
tages, properties, character- 
istics and price—will be sent 
promptly on request. There 


is no obligation. 


SPECIAL CHEMICALS CO. 


34 IRVING PLACE NEW YORK 3, N. Y. 
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tor lating an P icklin¢ 


Excellent service on all types of Wood Tanks. 


The shortage of metals has increased the demand for wood 
tanks for plating and pickling service. We can give excellent 
service on all types of tanks. Send us your inquiries. 


| 
j 
SPEC 
if 
W | 4 } ki 
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CLEAN-RITE 


All-Purpose CLEANERS 


ANODES | 
BLACK OXIDE SALTS 

BUFFS 

CHEMICALS 

CLEANERS 

COMPOSITIONS 
ELECTROPLATING EQUIPMENT 
LACQUERS 

PLATING RACKS | 
POLISHING EQUIPMENT | 
POLISHING WHEELS | 
SOLDER FLUX | 
STOP OFF MATERIALS 

TANKS 


PLATING ROOM SERVICE 


Let us help you sulve your problems. 
Take advantage of our practical experience. 


MODERN SIMPLE | 


STRIPIT 


Positive Removal of Baked Enamels from Any Metal. 


1. Immediate Stripping Action 
2. More Economical 

3. Less Odor | 
4. No Base Metal Attack | 


Send samples for stripping in our laboratory without obligation. 
Consult us on your metal finishing problems. 


ALL-BRITE CHEMICAL C0. | 


WATERBURY 89, CONN. 


METAL 


capable representatives of the younger yx 
eration to positions of importance jn 4 


Branch by electing E. W. Wells, sales ens 


neer of Chas. F. L’Hommedieu & Sons 
to the presidency at the April 9 meeting; eg 
Hotel Rosslyn. me 

Mr. Wells had demonstrated his capaci r 
for leadership while serving as first yj “i 
president during the past year and by 


ding various committee assignments 
capable manner during the past several yeas 
For first vice-president the Branch cho 


D. N. Eldred, representative of the Pye pe 
Division, EF. DuPont de Nemours & | 
Mr. Eldred, one of the best-liked members ; 
the Branch. has given unselfishly of his ti we 
and effort to A.E.S. activities for may se 
years. 
Harry Woodward was named to the jy hip 
portant post of second vice-president, yw} 


carries with it the chairmanship of ty 


membership committee. 
Frank Bunker of the L. H. Butcher (jimmy 

executed the duties of secretary-treasure: 

during the 1944-45 term so capably that ly Ley. 


was a “natural” for re-election, the membe 
ship insisting that he be retained in t 
post for another year. 

Jack Bell of the A. id. Lynch Co. was ish, 


chosen librarian, succeeding Earl Coffin 


brari: 


The new board of directors is compoced 0! Spec 
Ernest Lamoureux (chairman), who was ie 


named to head this important department 

tribute to the tireless and’ unselfish effors 
he devoted to those duties last year, whe 

served as chairman of the Board as we! 

editor and guiding spirit of the commit: 
which produced the magnificent 120-pay 
1945 program and directory. Other member 
of the Board of Managers are Retiring Pres Md. 

dent Joseph Sunderhaus and Retiring Libr 
rian Earl Coffin, to round out an exception 
ally capable trio on the Board. 

A discussion was held on_ the pres! 4 
format and editorial policy of the Month dt 
Review. Opinions were expressed to tl n 0 
effect that the editorial content of the Re Moved 


view in recent months appeared to hatin ro, 
deviated from its previous policy of publis cat 
ing a liberal quota of technical papers, bot! rm 
as originating in papers read at the variou 3s b 
Branches, and in papers written specially | at 


the Review. A wide variety of technics 
papers, various members emphasized, ¥ 
the most desirable feature of the Review! 
the past, and the publication of more s 


papers each month would be welcomed fijas | 
the members of this Branch, it was stated tur 

D. N. Eldred and Ernest Lamoureux 
appointed to a committee which is to mis e1 
a study of past issues of the Review WO Re Th, 
the view of making recommendations to‘ ie 
Branch for improving the publication. wh 
recommendations are ultimately to be ' 
warded to the Supreme Society office &! | 
flecting the opinions of Los Angeles 
members and what they would |\ke ! 
appear in the Review. 


Toronto Branch 
The April 13th meeting of Toronto Br 
of the A. E.S. opened at 8:40 P. M. Pre 
dent Byers requested Mr. Achese* to 
with reference to the recent sudden 
of Mr. Thomas O'Keefe, one o! ‘he abies 
and most respected members. the ci! 
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remarks the members stood in 
minute in respect for their 


frend and associate. Mr. O'Keefe 
Toronto in 1915 and assumed charge 
ie pli department of the Standard 

- Company. He was formerly employed 
the | ational Silver Co. under Mr. 
s Br n, at Wallingford, Conn. Mr. 
eefe a valued member of Toronto 
wnch and will be greatly missed by the 
# membership. He leaves a widow 
rmerly Ethel Stroup, of Parksburg, Pa.), 
dd two ighters. 


W. S. Barrows announced the sudden 
ath of the beloved Past Supreme President, 
Frank J. Hanlon. News of Frank’s death 
sa shock to all his many friends, 
One applicant was elected to active mem- 
rship. An offer from Ottawa which may 
rmit use of a government experimental 
oratory there, was read and referred to 
executive committee for consideration. 
BNew officers for the coming year are: 
es—James Vaughn. 1st Vice-Pres.—Frank 
kley. 2nd  Vice-Pres—John McRoberts. 
brarian—Don Walker. Recording Secre- 
y—John Acheson. Sgt.-at-Arms. — Wm. 
e, Trustees—Ben Cameron, Chas. Kem- 
ish, Geo. Harris. Secretary—Ted Blandey. 
easurer—Mel Green. 
Special feature for the evening was a 
ture by Mr. G. E. Bourne, of the Canadian 
neral Electric Co., who gave an interesting 
monstration and talk on “Electrically 
erated Thickness Gauges.” Mr.° Bourne 
gan hy telling of earth magnetism and 
adually carried through the development 
instruments designed to measure practi- 
lly anything that is known today. He 
ide special mention of three types of in- 
ruments which may be used to measure 
hickness of electrodeposited coatings, and 
‘plained in detail the operation of each 
Nickel being magnetic cannot be meas- 
red by these instruments if deposited over 
n or steel base. The gauge can be em- 
loved for measuring thickness of deposits 
mn rods, tubes. and the rims of holes, and a 
feat variety of non-metallic coatings. Mr. 
rne also interested and amused his listen- 
s by showing some of the funny things 


pat can be done with “Bouncing Putty.” 


farious types of magnets were shown and 
ie Magnetic properties peculiar to each were 
plained. A “Floating Bar” was particu- 
rly interesting. A hearty vote of thanks 

tendered Mr. Bourne for his splendid 


ure, 

{llan Byers installed the newly elected 
ficers without the usual formalities. 

The s ~— for the meeting of May 11th 
il be Dr J. Wernlund, of the Du Pont 


Niagara Falls. N. Y. The subject 
tassium—Hi Speed Copper Plat- 


Meeting adjourned at 10:40 P.M. 
W.S. Barrows. 


\merican Society for Testing 


Materials 
The (.M. Executive Committee at its 
eoung \pril 10 decided to cancel the 
a day ilar Annual Meeting of the So- 
3 Y iled for Buffalo, June 18-22 
nstead to plan for a business 
sion 


ssions to be held probably the 
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99.75% PURE 


With two complete, independent plants at 
Jersey City and Baltimore, and its own supply of 
the basic raw material Chrome Ore from com- 
pany owned and operated mines, Mutual is the 
world’s foremost manufacturer of Chromic Acid. 


Bichromate of Soda 


Bichromate of Potash 


MUTUAL CHEMICAL 


OF 
NUE NEW 38,70 


PLATING RACKS 


by JOSEPH NOVITSKY 


@ We specialize in plating racks of our own patent. 


ing. 
@ We design racks to suit your individual problem. 


JOSEPH NOVITSKY 


Office: 104-17 199th St., Hollis 7, L. 1., 
(Phone—HOllis 5-6871) 


Factory: 147-24 Liberty Ave., Jamaica 4, L. N. Y 
(Phone—REpublie 9-7223) 


@ Constructed without screws, rivets, solder, brazing, weld- 
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THE 
“BEGINNING OF THE END. 
OF YOUR FINISHING PROBLEMS 


In the new Globe Tumbling Barrel Catalog, partially illustrated above, 
you will find the final solution to your finishing problems. It contains 
complete information about the nine different types of Globe Barrels in 
their various sizes and capacities. You will find that there is a Globe 
Tumbling Barrel for almost every type of finishing operation—de-burr- 
ing, burnishing, polishing, painting, japanning, or drying. All of them 
are designed to provide finer finishing at less cost. Ths new catalog plus 
Globe’s Finishing Service Department are waiting to serve you. Write 
today! 


Here Are Seven Ways That Globe 
Tumbling Barrels Will Reduce 
Your Finishing Costs | 


THE GLOBE 
MACHINE AND 
You do not need specially skilled labor. STAMPING CO. 


One man can operate several barrels " CLEVELAND 8. OHIO 
simultaneously. 


The purchase price of Globe barrels is low. 
You have practically no upkeep. 


Your operating expense is mainly powe- 
consumption which is negligible 


You obtain superior results. 


You can process thousands of pieces at 
one time. 


BOUND VOLUMES 
METAL FINISHING 
1943 and 1944* 


PRICE $7.00 
BOOK ORDERS PAYABLE IN ADVAN€E 


*Ready for distribution about June Ist 


last week in June in New York City. [hj 
will permit actions on the formal standar\ 
to be consummated and Society business 
be conducted. Also cancelled is the Exhj 
of Testing Apparatus and Related Equi 
ment which had been scheduled for the 4 
nual Meeting. These actions wer a ' 
full cognizance of the transportation <ity 
tion and after consultation with official 
the Washington Committee on Conyenting 
and the O.D.T. 

The Society will proceed with the printiyg 
of its technical papers and reports that woy 
normally have been presented and these y 
be distributed to the members as is | 
tomary. The Society’s technical committer 
are holding meetings at various times ay) 
places and its work on specifications and tes. 
for materials continues intensively, 

Another phase of work will be undertake; 
namely, “the study, development and stand 
ardization of methods of tests of materials 
parts, and assemblies, in actual or simulate! 
service conditions.” detailed report 
this work appears in the March Bulletiy 
There have been numerous recommendation: 
that the Society undertake work in this fielj 
which is of growing importance and it is { 
A.S.T.M. can render considerable servic: 
here as it has done in the strictly materia) 
fields for so many years. 


News from California 
By FRED A. 


After the newly compiled 1945  Prograw 
Directory of Los Angeles Branch of th 
A.E.S. had been distributed late in Mar! 
the general reaction of Branch members a! 
the West Coast plating industry as a who! 
was to the effect that the Branch “. . . e 
tainly had turned out a fine job.” 

And a “fine job” the 1945 Directory tr) 
is without exaggeration. The booklet unques 
tionably is one of the most complete as | 
content and format that has been sponsored 
by any Branch. It would seem to this writ 
to be a “must” on the reference shelf 0! 
every plater, not only in the territory of th 
sponsoring Branch, but as well in other se 
tions of the country. 

The Program-Directory is a 6 x 9 ine) 
120-page booklet printed on heavy. ¢laz'' 
book paper. While the title page refers lo! 
as the “Official Program Directory of the 1! 
Anniversary of Los Angeles Branch,” | 
booklet is so thoroughly well compiled, ' 
technical matter so carefully chosen and‘ 
listings of Branch members and Pacific (00 
plating shops so complete that its value © 
a reference volume to industry members 
become apparent after only a cursory " 
amination. 

The Directory lists alphabetically 
names and addresses of the 139 memb rs 
Los Angeles A.E.S. Branch of recor ® 
the copy went to press. It also lists 
betically the names and addresses 0! 152)" 
shops on the Pacific Coast and the name 
addresses of 97 Pacific Coast manuiactures 
who operate plating departments oF me 
finishing divisions of their own. 


The job shops are listed for Phoenix. An 
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Tinting 


J; Lake City, Utah; Seattle and Tacoma, 
. Portland, Ore., and the following 
glifornia cities: Los Angeles, San Fran- 

-, Oakland, Alameda, Beverly Hills, 
Leaveille, San Bernardino, San Jose, Selma, 
asadena, Long Beach, Glendale, San Diego, 
erkeley, Hollywood, Downey, Inglewood, 

bank, Monrovia, Upland. 

\dditional value of the Directory lies in 

care General Committee Chairman M. D. 
PR nkofs and Editor Ernest Lamoureux exer- 
ved in the selection of technical data for 
nelusion in the volume. 

Highlighting the technical material are 
vht lead articles prepared by Branch mem- 
rs thoroughly conversant with the subjects 
psioned them. The articles are: 

“Magnesium Protective Treatments,” by 
van D. Williams, Materials and Process 
North American Aviation, Inc.. 
Inzlewood, Calif., and “Anodizing of 
\luminum,” also by Mr. Williams. 

“Is there an All Purpose Cleaner for 
laters?” and “Water Conditioning Removes 
(nother Variable from Plating,” both col- 
jaborations by Emmet R. Holman, chief 
chemist, and Carl Hirdler, research engineer. 
Turco Products, Inc., Los Angeles. 

“Government Plating Specifications.” by 
Don M. Bedwell, head of Bedwell Plating 
(o.. Los Angeles. 

“Electroplating Solutions and Processes,” 
hy D. N. Eldred, DuPont Co., El Monte, Cal. 

“Selection of Solutions for Pickling Sterl- 
ing Silver,” and other data, by Joseph Sun- 


\ ash.; 


ngineer, 


derhaus, plating superintendent, Olds Band 


4 


Instrument Co., Los Angeles. 

“Gold Solutions for Production Work,” by 
]. L. Merigold, formerly head of the Meri- 
gold Plating Co., Los Angeles, now retired. 

\lso included is a two-page listing of 
|S. Standards for builders’ hardware, giv- 
ing comparative symbols and other data; 
and a listing of international atomic weights. 

\ happy idea by the compilers and editors 
was the use of a series of solutions and short 
items of technical information which are 
inserted in fine print at the tops of pages. 
There are 50 such items distributed through 
the book, dealing with such subjects as solu- 
tions for tinsmith’s solder, plumber’s solder. 
stripper for lead anodes, onyx finish on 
metal, instant determination of tank capacity, 
‘potting out on metals, bright dip for copper- 
brass, how to preserve belts, and others. With 


does the job 
when you use Gripmaster! 


One Grade Grips All Grains — 250 to 20 


RIGHT you are! It's easy to do away with complicated stocks of polish- 
ing wheel adhesives. When you use Gripmaster, one grade grips all 
grains—250 to 20. It is not even necessary to bother with a special sizer. 
Gripmaster serves as both sizer and cement! Join the swing to simplicity. 
Send for a free sample of Gripmaster—the new kind of polishing wheel 
cement that steps up polishers’ production 


FREE 
No Sa 
Your Tone 


GRIPMASTER 


PAT. PEND. 


an average of 47% more pieces per head! 


POLISHING WHEEL CEMENT. 
MICHIGAN BLEACH & CHEMICAL COMPANY 

___GRIPMASTER DIVISION: 1944 EAST WOODBRIDGE, DETROIT 7, MICH. 
IN CANADA: NELSON CHEMICAL COMPANY, WINDSOR, ONTARIO 


Blower 


Polishing Bench 


Sandblast 


Tubbing Sawdust Box 


Dover 


THE BOLAND SYSTEMS 


FOR FACTORY INSTALLATIONS 


Tanks, Coloring Rooms, Dynamos, Sawdust Boxes 


H. J. ASTLE & CO., INC. F*ablishe4 (send for Catalogs) 118 Orange St., Providence, Rhode Island 
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the subject matter of these items limited to 
two to four lines of fine print, this method 
of listing miscellaneous items of technical 
information has elicited much favorable 
comment 


chronoscopes, 


The Program-Directory was compiled by a 
general committee composed of M. D. Ryn- as 


stop clocks, wall model stop clocks, precision 
combination 
pulse counters, stop watch controllers, and 
spring wound X-ray timers. 

These*Stoelting timers have wide applica- 
tion in industrial and laboratory testing, such 
in measuring start-to-stop 


The Manderscheid Company, Dept. MF, gy 


timers and im- West Washington St., Chicago 6, III. 


Sander 


Simultaneously with the introduction 
the new Sand-O-Flex all-purpose sander, jh, 


intervals of 
manufacturer has released an 


kofs (chairman), Frank C. Rushton, C. E. relays and instruments and for checking four-page folder explaining a aa 
Thornton, Ernest Lamoureux, Joseph Sun- sequence operations. Circuit diagrams are sanding device sands, burrs, finishes 4, 
derhaus, Frank Bunker, E. W. Wells, and included - show — methods of —— polishes small wooden, metal, plasti 
Carl Klinfelder. ing the various timers in test circuits. rubber parts quickly and effortlessly, 1 


Mr. Lamoureux served as editor, assisted 
by a technical committee in the selection and 
preparation of data, composed of the follow- 
ing: Don Bedwell, D. N. Eldred, Earl Coffin, 
Emmet R. Holman, Howard Woodward, and 

D. Williams. 

The Program-Directory has been distributed 
to all members of Los Angeles Branch, and 
to manufacturers and distributors of plating 
equipment and job shop and _ plant-shop 
operators along the Pacific Coast. 


Manufacturers 
Literature 0 


Electric Timer Illustrates, 


A new electric timer bulletin, No. 1100, 
has just been released by the C. H. Stoelting 


Co., Industrial Division, Dept. MF, 424-P Bull 
North Homan Ave., Chicago 24, Ill. purpose wheels. 
The new bulletin describes table model Bulletin 101 is 


A Big Change in Production 
is on the way! Peace time products will 


soon take the place of war 
essentials. The demand for all types of metal goods will be 
tremendous—in many finishes and effects. If ever your out- 
put should be at its best, it is when this change comes. 


PERMAG Cleaning Compounds 


are ready to meet every metal cleaning requirement—removing 
anodic film—stripping lacquer enamels—producing a chemi- 
cally clean surface for a finish quickly and _ eco- 
nomically. 


flawless 


Write or ’Phone. 


-_MAGNUSON PRODUCTS CORPORATION 


\) \ Manufacturers of Specialized Scientific Cleaning Compounds 


50 Court St. Brooklyn 2, N. Y. 
Nationally Represented ° Warehouse 
In Canada: PERMAG Products Ltd 


*s in chief cities 


Canadian Montreal-Toronto 


Polishing Wheel Bulletin 


>| 


POLISHING WHEELS 


hy 
> MANDERSCHEID 


Sand-O-Flex is brush-backed  sanqiy, 
wheel that is particularly effective on irreg 

lar surfaces and on jobs that were former 
done only by hand. It can be used on sy 
tionary and flexible shafts, or on portal 

electric tools. The folder will be of especig 
interest to manufacturers with unusual <a; 

ing, burring and finishing problems. Copie: 
are available by writing to Exactone Tool & 
Die Co., Dept. MF, 4373 Melrose Ave., Holly 
wood 27, Calif. 


Rectoplater 


v 


describes and outlines uses of 
all kinds of Polishing Wheels such as the 
many types of Muslin, Canvas, 


Neck and Felt Wheels- 


available on 


STEAM TRAPS 


The Udylite Corp., Dept. MF, 
Grand Blvd., Detroit 11, Mich., has put 
lished a new 4-page folder announcing the 
New Udylite-Mallory Rectoplater. Thy 
folder illustrates and describes the Senior 
Model VM-1500A and the “Junior” Mode 
6SPS-400. 

Copies of the 
tion on the 


Sheepskin, 
-also. special 


folder or further informa 
Rectoplater may 
by writing to the 
address. 


be obtained 
company at the above 
request to 


THERMOSTATIC 


‘When you want maximum heat extraction and 
quick venting, the Sarco No. 9 is the steam trap !0 
use. It works at all pressures within its range with: 
out changing seats. It is small, inexpensive, 05) 
to install and cannot freeze. Sizes from '/2 to ig 


0 to 250 Ibs. Ask for Catalog No. 250. 


SARC 


SARCO COMPANY, INC. 
475 Fifth Avenue, New York 17)N. 
SAVES S TE AM. Sanco CANADA, 85 Richmond St. W., 
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METHODS/ 


Removal of heavy oils, grease 
and drawing compounds from 


steel parts often presents a 
difficult problem, which no or- 
dinary cleaning material will 
solve. AHCOLOID 70 produces 
the clean surface necessary 


for paint, phosphate coatings, A 
electroplating or further fabri- 
cation. 


And it does its -work quickly. 
efficiently and economically. 


APOTHECABIES HALL C0. 


Tectyl, applied to the sur- 


No ifs or buts 


; face of metal, STOPS rust. The thin film : a 
ts (transparent, so you can see the metal all the : é 
Re time) sea/s out the possibility of corrosion ; 
for as long astwo years. Tectyl is econom- 
ical to use— easily applied by spraying, dip- 
Pe ping, brushing, or flushing—and comes off as 
. quickly and cleanly with kerosene. 4 

There is a 4 


. product for EVERY rust problem a 


VALVOLINE OIL COMPANY 
431 Main Street, Dept. 26 E., Cincinnati 2, Ohio 
Refinery at Butler, Penn. General Offices, Cincinnati, Ohio 


New York - Atlanta - Detroit - Chicago - Los Angeles 
Vancouver - Washington, D. C. 
METAL FINISHING, May, 1945 


e e e 
Control Skin Irritations 
TARBONIS cuts absenteeism! Dermatitis due to 
cutting oils, chemical irritants, metal dust, etc.. 
has been practically eliminated in many plants 
through the use of TARBONIS. 

Not merely a protective, TARBONIS is also 

effective in clearing up a high percentage of stub- 
born skin conditions encountered in industry. 
Easy to apply—nothing to remove. Pleasant, 
odorless, greaseless, stainless. 
FREE: A good sized jar of TARBONIS for a test 
in your own plant. A manual of our dispensing 
plan and an attractive booklet on sanitation and 
precaution for your employees. 


THE TARBONIS COMPANY 


4300 EUCLID AVE., Dept. MF, CLEVELAND 3, OHIO 


Davis-K-ProbucTs Co. 


MAKERS OF 
Gold Plating Solutions in All Colors 
100% Pure Gold Content Guaranteed 


Special rapid high amperage fine grain 
structure golds for Radar and acid test 
government specifications. 


We ship all over the country—immediate 
delivery. 


Write or call our experts about your plating 
problems. 


DAVIS-K-PRODUCTS CO. 


114 LEXINGTON AVE. 
NEW YORK l6, N. Y. 
LEXINGTON 2-8862 
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SHOP PROBLEMS Old English Finish the outside. Can you tell us how to rem, 


this film without using a brush? 


(Continued from page 212) Question: We would appreciate consider- alutit 
ably if you would advise us the process for perts Passing 
Determining Plating Costs finishing brass parts with an “Old English Ave You 


chemical or acid which you would ree, 
mend to clean these parts? 

G Tae sbly 

Answer: The usual procedure is to pic) = 


finish. Parts concerned are brass fireplace 
sets consisting of stand, shovel, poker, tongs, 
etc. At the time of completion of machining 
operations, the parts are a high brass finish 


Question: 1 would appreciate it very much a 
if you would furnish information on the : 
following: How is the price of “Hard Chro- 


mium Plating” arrived at? I am familiar 


: ese cases in a hot 10-20% soluti 
and it is desirable to treat them so that they these 20% solution ynodi 
with the cost estimating of bright work and have the dull “Old English” brass finish sulfuric acid. The temperature is not ej 
barrel plating work and to a fair degree with ‘ ‘ cal, and may range from 120°F. to boiling 4n 
f I might also mention that we have en- 
aight tz york ; st confess I ; we 
joyed receiving your magazine “Metal Fin- Gun Metal Finish 
at a complete loss as to how to arrive at a \eta 
ishing.” We use it consistently for reference 
fair hard chromium price seer. We will and have obtained considerable information f Q la f tal finish direct! "6 lave 
use the following piece which we had in from it. Past copies are kept on file in our Tha th 
recently as an example; the part was a benuees: brass base? anking you in advance { 
cylinder 14 inches in length, with a diam- D. R. C. Ltp. oe BB 
ster of 3 inches, the hard chromium was to 
eter of 3 inches, the | 0 s Answer: Old English finish or English Answer: We would suggest the follow Qt 
be plated on the inside surfaces to a total Bronze requires two solutions: ‘atlas ° we 
of 0.0250 inside diame waliasll 0.0125 _ Solution I—Liver of sulfur or liquid sulfide White arsenic eaten 20 0 and 
each side. What in your opinion would oxidize—% oz./gal. Copper sulfate 10 tions 
— been a fair price for the work on this Solution I1—Copper sulfide—2 ozs./gal. Hydrochloric aeid wen oe f 1 
part? The brass article fs cleaned, dipped in This solution may be operated at room tey 0 
; ‘Me A. Solution I and then into Solution II, with- perature, but works better if hot. For a ; 
Answer: Costs will vary according to a out an intermediate rinse. It is then rinsed 
great number of factors, and it is not possi- and the cycle is repeated as often as is ide may be added. “a 
ble to arrive at a price without knowing such i ssired 
necessary to obtain the de sired shade, after Stripping Chromium Plate 
things as tank capacity, rate of deposition, which the article is rinsed scratch ut 
condition of pieces, service required by cus- brushed. If a dull finish is desired, brass Question: Will hes please oe a ee full 
tomer, number of pieces received in each should be seratch brushed wet with pumice chromium plate 
shipment, ete. and water before oxidizing. anedized parts? 7 - 
M. 
a These conditions vary with each lot, and A you 
Answer: We do not know of any proces 
in every plant, so you can readily under- Removal of Annealing Sedles whereby chromium plate is applied to am hac 
stand that it is not possible to make a general Question: Enclosed are some watch cases dized parts, but in any case, chromium ca the 
estimate. which have a film of carbonized grease on be removed from aluminum by treating wit! 
in¢ 
>DOWN TO EARTH PRICE< pa 
op 
the 
CONCENTRATED *“PLAT-CHROME” th 
50) 


YOU ADD WATER—FROM ONE TO TWO GALLONS, eu 
DEPENDING UPON SHADE DESIRED. al 


$1.75 per pound bottle 


Advantages: Does not spoil regardless of age—no odor—may 
be used cold—not affected by cyanides—no sulphur. 


LESLIE L. LINICK 


29 E. MADISON STREET CHICAGO 2 
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There’s No Argument 


in our organization over “one-time” sales | 
versus permanent customers. We're inter- 
ested in your continued patronage and 


that means giving you the very best in { 
service and merchandise, so that once 
COPPER SULPHATE you've dealt with us you will want to } 


come back again and again. 


{ 

THE ROBERTS ROUGE COMPANY 
STRATFORD, CONNECTICUT 
Specialists in Manufacturing of Thoroughly Depend: } 
able Gold, Sterling and Stliver Plate Rouges; 4 
Stainless Steel, Chrome and Crocus Compounds 


NICKEL SULPHATE 
‘COPPER OXIDE 


= 
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Anodizing Literature 


Question: | should like to secure a reason- 
ply complete list of recent publications, 


hooks and articles covering the various 

odie treatments (anodizing) of aluminum. 
Nz 5. 

{nswer: This is rather a large subject, but 

we would advise that the January issues of 


etal Finishing during the last few years 
have had articles covering the developments 
{the previous year in this field. 


Eliminating Dullness 


Question: We have set up a small hard 

chromium plating solution for small tools 
ind mandrels in accordance with instruc- 
tions in your Plating & Finishing Guidebook 
{ 1944, recently received. 

Our plating on the original surface, is 
ery satisfactory, but we are having trouble 
n the parts that we want to strip and 
replate. 

{At the present time we are stripping the 
tools in a sodium hydroxide solution, as 
witlined on page 145 of the above book, at 
full current strength (1,000 amps.). The 
results are as you can see on the enclosed 
sample, in varying degrees of dullness. Can 
vou suggest what we can do in order to bring 
hack the original brightness, or eliminate 
the dullness we are now obtaining? 

W. R. 
dnswer: The sample forwarded with your 
inquiry leads us to believe that you may be 
passivating the surface during the stripping 
operation. We would suggest that you try 
the following procedure after removing all 
the old chromium: 

Polish lightly with a fine grade of grease- 
less compound, clean in alkali, rinse, dip in 
0% muriatie acid solution, rinse, reverse 
in chromic or sulfuric acid 
and chromium plate as usual. 


current etch 


CHROMIUM PLATING 
SCREWS—RIVETS— 
WASHERS 
SMALL PARTS, ETC. 


THE CHROMIUM PROCESS 
co. 
Shelton, Conn. 


NOTICE—NOTICE 


We have developed a machine for light 
buffing, coloring and scratch brushing 
which is indispensable in every shop. 


Cost of power consumption is approxi- 
mately one cent (lc) per hour. 


Please send for literature 
and photograph. 


LEWIS ROE MFG. COMPANY 
1042-1050 DeKALB AVE. 
BROOKLYN, NEW YORK 


‘OXYDYZ-ENE| 


HIGHEST STRENGTH 


OXIDIZING AGENTS 


POSSIBLE TO PRODUCE 
Sold in LUMP and LIQUID FORMS by Leading 
Plater Supply Houses 
Manufactured For 68 Years By 


669 W.OHIO ST. CHICAGO. USA | 


Truly—Three Great Finishes!! 


CHROMIUM—UDYLITE 
SHERARDIZING 


For over a quarter of a century building 
and installing portable sherardizing furn- 
aces and equipment; metal finishing and 
plating. We invite your inquiry. 


THE NATIONAL SHERARDIZING 
& MACHINE CO. 


Office & Factory Hartford, Conn. 


Foreign Representatives—Oliver Bros., Inc. 
417 Canal St., N. Y. City 


VULCAN 
SODIUM 
STANNATE 


Manufactured by 


THE VULCAN DETINNING CO. 
SEWAREN, N. J. 


Under Patents Nos. 1,575,217 and 1,708,392 


FOR TIN 
ELECTROPLATING 


SALES AGENT 


The Electrochemicals Dept., E. I. du Pont de 
Nemours & Co., Inc., Wilmington, Delaware. 


rack problem. 


ARMITAGE 6766 


INSULATED PLATING RACKS 
SPECIAL AND STANDARD SIZES 
For all parts regardless of shape. We specialize in your 


STANDARD PLATING RACK CO. 
1925 N. Paulina St., Chicago, Hl. 


Prices 


REZISTAL “A” 


Order a trial jar today—guaranteed satisfaction 


PLATING PROCESSES CORP. ° 


Try PLATER’S PUTTY 


A New Stop-off or masking compound 


5.00 


Holyoke, Mass. 


METAL 


FINISHING, 


NICKEL SILVER 


Sheets — Rolls 


Phosphor Bronze, Bronze Gilding Metal 
Low Brass and Special Alloys 


WATERBURY ROLLING MILLS, Ine. 


Waterbury, Conn. 


May. 


FOR WAR PRODUCTION—FOR POST-WAR PLANS 


WICKEL, CHROMIUM, BRASS 
on 


Electro: 


AMERICAN NICKELOID COMPANY - 


Bonded 
- co zine, 
STEEL, BRASS, COPPER 
ALOMINGM O8 PLATE 


8 Second St. 
Peru, Illinois 


Felt Wheels. 


SOMMERS 
MFRS. OF “BEACON” 

Plating and Polishing Supplies and Equipment—Complete Semi 

and Full Automatic Installations—Gold, Silver and Chrome Rouge, 

Stainless Steel and Satin Finish Compounds—Buffs, Polishing and 


BROS. MFG. CO. 


SAMPLES FURNISHED ON REQUEST. 
3439 NO. BROADWAY 


ST. LOUIS 7, MO. 
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REBUILT POLISHING LATHES 


IMMEDIATE 
DELIVERY 


rings. 


$150.00 


FOB CLEVELAND 


PLATERS 


160 amp. 6 volt Columbia 1750 RPM. 

150 amp. 12 volt Continental 1800 RPM. 

250 amp. 7% volt Gen. Elec. with 3 HP 220/3/60 MD. 

500/250 amp. 6/12 volt Hobart, with 5 HP 3/60/220/440, 1200 RPM 
motor. 

500/250 amp. 6/12 volt Roth, with 5 HP 3/60/220 volt, 1800 RPM 
motor. 


THE MOTOR REPAIR & MFG. CO. 
1555 Hamilton Ave. 


3 HP Westinghouse, 230 
volt DC, 2000 RPM. on 
cast iron pedestal, double 
shaft extension, 10”. 
Complete with retaining 


Cleveland 14, Ohio 


FOR 


(AVAILABLE FOR IMMEDIATE SHIPMENT) 


1—7500/3750 AMPERE, 6/12 VOLT, A. P. MUNNING COMPANY 


SALE 


“OPTIMUS” Motor Generator Set. Separately Excited. Excel. 
lent Condition. Full Control Equipment. 

1—5000 AMPERE, 6 VOLT, JANTZ & LEIST CO. Motor Gene:ato; 
Set. Separately Excited. Excellent Condition. Full Control Equip. 
ment. 

1—4000/2000 AMPERE, 6/12 VOLT, HANSON & VAN WINKLE 
COMPANY “INTERPOLE” DESIGN Motor Generator Set. S 
rately Excited. Complete Control Equipment. 

1—4000/2000 AMPERE, 5/10 VOLT, CHARLES J. BOGUE ELEc. 
TRIC CO. Motor Generator Set. Separately Excited. Full Control 
Equipment 

1—4000/2000 AMPERE, 3/6 VOLT, CHANDEYSSON pera 
COMPANY Motor Generator Set. Separately Excited. Excell 
Condition. Full Control Equipment. 

1—2500/1250 AMPERE, 12/24 VOLT, CHARLES F. L’HOMME. 
DIEU “RELIANCE” Motor Generator Set. Synchronous Motor 
Drive. Exciter on end of Shaft. Practically New. 

1—2500/1250 AMPERE, 12/24 VOLT, CHARLES J. BOGUE ELECc. 
TRIC CO. Motor Generator Set. Separately Excited. Excellent 
Condition. Full Control Equipment. 

1—1500/750 AMPERE, 6/12 VOLT, A. P. MUNNING COMPANY 
“OPTIMUS” Motor Generator Set. Excellent Condition. Com 
plete Control Equipment. 

1—1500/750 AMPERE, 6/12 VOLT, AMERICAN GIANT Motor 
Generator Set. Complete Control Equipment. Excellent Conditior 

1—1000 AMPERE, 50 VOLT, CHANDEYSSON ELECTRIC COM- 
PANY Motor Generator Set. FOR ANODIZING. Complete Con- 
trol Equipment. Excellent Condition. 

1—1000/500 AMPERE, 6/12 VOLT, A. P. MUNNING COMPANY 
“OPTIMUS” Motor Generator Set. Complete Control Equipment 
Excellent Condition. 

2—800/400 AMPERE, HANSON & VAN WINKLE COMPANY \Mo 
tor Generator Sets. Excellent Condition. Full Control Equipment 

1—750 AMPERE, 12 VOLT (6-6V), HANSON & VAN WINKLE 
CO. Motor Generator Set. Double Commutator Design. Full Con- 
trol Equipment. Excellent Condition. 

1—750/375 AMPERE, 6/12 VOLT, HANSON-VAN WINKLE-MUN- 
NING CO. Motor Generator Set. Latest Design. Complete Control 
Equipment. Excellent Condition. 

1—400 AMPERE, 40 VOLT, HOBART ANODIZING Motor Gen- 
erator Set. Practically new, with Complete Control Equipment. 
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WRITE FOR DETAILS 
143 SIDNEY ST. 
M. E. BAKER COMPANY camprincE, MASS. 


REBUILT AND GUARANTEED POLISHING 
AND ELECTROPLATING EQUIPMENT 


PLATING DYNAMOS AND 
GENERATOR SETS 


All sizes carried in stock of tumbling and plating 
barrels, and other equipment for the metal finish- 
ing trade. 


Used equipment bought for cash. If you have 
metal finishing equipment for disposal, send us 
full details, and we will contact you. 


H & S EQUIPMENT & SALES CO. 
Broadway at Rodney Street, Brooklyn 11, New York 
EVergreen 7-3317 


FOR SALE 


1—2000 Ampere 6 Volt M.G. Set 
complete with control Panel. 


1—600 Ampere 6 Volt M.G. Set. 
CAnal 
6-3956-7 


BEAM-KNODEL COMPANY 
195 Lafayette St., N. Y. C. 


| 


REBUILT AND GUARANTEED 
Polishing and Plating Equipment 


Largest and_ most 
complete stock of 
plating generator 


sets in America, too 
numerous to _iist, 
100 amperes, to 7500 
amperes, 6/12 volts. 
Rheostats, Tumbling, 
Burnishing and Me 
chanical Plating Bar- 
rels. 


Polishing & Buffing Lathes—Belt Drive, Motor 
Drive and Multi “V” Belt Drive. 


Blowers, all sizes, belt and motor driven. 


We carry a complete line of plating and polish- 
ing equipment and supplies. 

Whatever your requirements may be in the plating and 
polishing line—call us for prices before placing your 


order. 
WRITE — PHONE — WIRE 


CLINTON SUPPLY CO. 


Chicago, Illinois 


METAL FINISHING, 


112 So. Clinton Street 
Phone, Franklin 3538-3539 


May. 
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FUSE 


THE 


RIBBON ZINC 


For stamping and drawing 


For fuse elements 


ZINC WIRE 
E PLATT BROS, & CO., Waterbury, Conn. 


METAL 


For a real good polishing job use 


KEYSTONE EMERY 


Write for Sample 
KEYSTONE EMERY MILLS,: 4318 Paul St., Phila., Pa. 


PUT RUST TO WORK! 


Brush or spray Nobs Glazecoat directly on rust. 


Rust aids in 
coating that is 


acids, or alkalies. 


heat to 400° F. 
PRICE 


forming a permanent thermo-plastic 
not affected by water, alcohols, dilute 
Prevents further rusting. Stands 
Covers about 300 sq. feet per gallon. 


. . $3.50 PER GAL. F.0O.B. LOS ANGELES 


NOBS CHEMICAL COMPANY 


2465 EAST 53RD STREET, LOS ANGELES, 


Seattle 


CALIF. 


San Francisco 
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ODDS and ENDS 


During the last few years it has seemed to us that everyone and his 
brother has gotten into the meta! cleaner business, and the shortage of 
trained men has resulted in the industry being overrun with salesmen who 
are only salesmen, when they should be cleaning specialists. We could name 
offhand a couple of dozen men of our acquaintance in this field, who are wel- 
comed with open arms when they walk into a plant because their knowledge 
of detergency has been of great practical assistance in the solution cf clean- 
ing problems. Such men, unfortunately, are not of the majority and the 
cleaner salesman has too often become the subject of ridicule in our industry. 

This month, at the risk of calling down upon our head the maledictions 
of certain sensitive souls, but with the hope of awakening them to the 
vanishing prestige of their important segment of the metal finishing supply 
industry, we are turning this page over to the man with a message, in the 
person of BILL KEESE, who, as general manager of a company manufac- 
turing and selling cleaners, has been in a position to see the change at 
first hand. 

Mr. Keese’s opinions are, of course, his own and do not reflect the edi- 
torial policy of METAL FINISHING. However, we do not feel that we 
should retreat from controversial subjects of importance, and the remarks, 
which may or may not be taken seriously, should provide food for thought 
and may explain why many cleaner salesmen are beginning to wonder 
whether buyers consider them human beings.—Ed. 


How to Get Rid of Cleaner Salesmen 
By Wm. M. Keese 


CCORDING to purchasing agents, chief chemists, metallurgists, 

and heads of plating departments in war plants, the trains the 
last two years have been largely full of two classes of characters— 
stock chasers——(pardon me, Expediters)—out on the road trying to 
buy practically everything else, and cleaning salesmen trying to sell 
cleaning compounds. 

According to the above theory, with which I have no argument, ours 
is about the only war industry which has stayed on a competitive 
basis. By that same token, we may not do so badly after the war— 
at least our salesmen have had to keep in practice! Anyway, we 
have one great consolation—we are about the only fun the poor pur- 
chasing agents still have! They greet the tool salesman, the die sales- 
man, the steel salesman—every other kind of salesman (pardon me— 


J. HOLLAND & SONS. Inc. 


Electroplating and Finishing Equipment 
and Supplies 


MOTOR GENERATOR SETS 
All Sizes and Types 
Rheostats 50-1500 amperes with or 


without meters. 
V-DRIVE POLISHING LATHES 


Sizes 3-15 horsepower. Complete unit 
ball-bearing, totally enclosed, 
struction. 


SPRAY PAINTING EQUIPMENT 


is 
Sturdy con- 


\ Spray guns, Air compressors, Spray 
booths and complete paint finishing 
units. Baking ovens. 


J. HOLLAND & SONS, Inc. 


276 South Ninth Street Brooklyn 11, N. Y. 
AT BROADWAY 


Engineers) on bended knee, asking only “Can | get it?” Bur Jey 
of us life-savers to his old time hauteur stick but a nose in the door, 
he looks at our card with a nostalgic sneer and repeats, “Ano 


cleaning salesman, eh It’s fun for them, and I wonder if 
our own fault. 

Since all metal to be further processed, even with a simple presen 
tive, must first be clean, since you can get grease and oil of » 
metals with anything from caustic soda on up, and since anybody yj 
ten dollars can put spikes in an old barrel, turn it with a crank. Z 
thus have himself a mixing plant, no wonder quite a few cleaniq 
compound companies have either grown huge or have started fy 
nothing and have some business. 

The author (who, by the way, cheerfully admits he is not a clean 
salesman—he is still playing the piano at the old spot) recently ly 
the pleasure of being all ears at a select gathering consisting of 
chief metallurgist for one big aircraft plant and the chief chemi 
and the anodizing director of another, for a whole evening of chit-ch 
between the three on strictly technical problems. Early in the q 
cussion, however, before the talk got technical, this matter of 4 
locusts plague of cleaner salesmen came up. 


it ig 


a sort of atabrine for this epidemic and we pretty well agreed on on 
which is the message of this short diatribe. 


In the first place, if the misguided cleaner salesman, either throug 


ignorance or the routine of the particular plant, gets to Purchasir 


first, he should, as soon as the Buyer has enjoyed his well earne 
and (these days) all-too-rare sneer, be referred to the actual part 
who says yes or no on what cleaner goes in the tanks in the plant j 
question, be he Chemist, Metallurgist, Plater, Liaison Engineer, 4 
what. This latter gentleman, in spite of the fact that he has plent 
else to do, should then create and dispose of the corpus delicti su! 


stantially as follows: 


"Ou the Doulle’ 


DRYING! 


Wartime production demands speed ...and the 
Kreider Centrifugal Dryer gives you speedier dry- 
ing on all types of plated work and small lacquered 
parts. It dries the average basket of small parts 
in 35 seconds! 

The Kreider Centrifugal Dryer is ruggedly con- 
structed; electric welded; equipped with V-belt 
drive; 34 hp motor; reversing drum switch and 
fast-acting foot 
brake. Requires only 
one operator; takes 
minimum floor space. 
Engineered for top 
speed and efficiency. 


Write or wire for 
complete information 
and prices. 


DELLINGER 


MANUFACTURING CO 
727 N. Prince St. Loncaster, Pe 


Available with or without 
auxiliary heating unit. 


METAL FINISHING, May. 194 


Not being a salesmd 
myself, 1 could and did agree with the boys that there ought to } 
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This party in authority should employ a sort of routine, to conserve 
own energy, consisting of leaning back in his chair or on his 
« if he has given the salesman the only chair, accepting a cigar- 
or package of same, or carton of same, from the salesman, and 
». in a friendly sort of voice—“Why the H—- did Purchasing 


yuirine, 
nd you in here? ... Where are you from? . . . Have you got any- 


ing new? ... if so, what is it? ... 

The salesman will then, 99 chances our of 100, make the routine 
.wer to this standard opening by stating, in as mellifluous a voice 
possible, that he has the honor to be presenting something the 
uthority has unfortunately missed—namely, the best and greatest 
saning compound in the world for aluminum, steel, or brass, as the 
se may be, and would the Authority come down to the hotel later 
the afternoon for a bit of demonstration of it and perhaps also 
come throat-cleaning material the salesman has by chance in his 


ip down at said hotel. 
You can take it from there 
tt only is the particular cleaning compound the greatest thing since 
omulus and Remus first learned to wash their ears in ancient Rome, 
it also you must hear how Their Chemist (if it’s a small outfit), 
Their Research (if it’s a big outfit or is trying to sound like one), 
eamed up this particular poison in the dark of the moon as a result 
untold calls to ailing war plants in a Consulting Capacity, etc., 
Then, when you finally get the salesman down to cases, and it 
metal to be cleaned, the results wanted for subse- 
ent processing, and products available therefor, the Super-Market 
ally opens. You are given the choice of number 19X, 48C, 1999P, 
r what have you, with the bland and glorious assurance that if one 
oesn’t work the others may! 
At this point, the Authority, having already missed a couple of 
ings he should have done in the preceding half-hour, should gently 
ut firmly usher the salesman, with a mumbled word about “appoint- 
ents—so sorry”’—through a door marked “Lobby,” which actually 
pens either into the alley or, preferably, a small but well-polluted 
reek, thus not only saving himself further time, but also abating a 


any of you. You've been through it. 


ts down to the 


uisance on the premises. 

All of which leads to a bit of serious consideration of what can 
be done by us in the cleaning business to earn your business and 
ave you time. After the following few remaining generalities, we 
ill offer a few concrete suggestions and then close before you usher 
bs into the Lobby. 

In the first place, we who are in the business of making cleaning 
ompounds are, if we make useful ones, entitled to make a living 
ust the same as human beings! 


Your desk, or at least your buyers’, 


should know just who is who in your plant about the choice of the ma- 
terials we offer, and should send us to them at the first convenient 
appointment time, which we should make fit the already onerous 
duties of your Authority. We have valued customers where it took 
us six months to even find out who the real Authority was! No 
wonder we have to get money for cleaners—think of all those shoes 
and man-hours! 

In the second place, your Authority will save a lot of his own time 
if he comes out and says, after learning the purpose or purposes for 
which cleaner No. 9999 is being offered—‘We are (or are not) get- 
ting along OK with Whosis Cleaner No. XX, which we use to clean 
X metal before X process. What is it about your cleaner that makes 
you think we can save money, time, or trouble by a change-over, espe- 
cially when a changeover to your product, if it doesn’t work, may 
make me catch H— for a halt in production?” 

On the salesman’s answer to this question should depend whether 
he goes immediately out the door marked “Lobby,” or takes up some 
more of your time. If he doesn’t know what’s in the cleaner you use 
now, and if he doesn’t know what’s in his, so that he is not only 
willing but able to tell you his will work better, not just “because,” 
but for definite reasons dependent on the ingredients and the theory 
He hasn’t got the dope to help you. 
mentioned above—all 


behind their use—throw him out! 

If he comes back with the other stuff we 
about the great mystery, and secrecy being his only protection in this 
wolfish business, also throw him out. I’ve spent a lot of time with 
both the professional talent and the production talent of this war 
effort, and | never heard any of them tell a man from another war 
plant “it’s secret.” Ninety-nine times out of a hundred they say 
“come over and we'll show you.” 

The beautiful thing about the cleaning business and the bad thing 
about it, is that nobody knows al/ the whys and wherefors—let us be 
the first to admit it. But those of us who have had to produce 
results with what knowledge there is, have come to have a_prac- 
tical feeling for results needed, and a sort of veterinarian ability 
to use the materials at hand to accomplish it. We have sort of come 
to know what each alkaline horse or solvent tractor or wetting-agent 
bulldozer will do in a pinch and in combination with the rest of 
the team. 

We should have no hesitation in telling people, in some cases, that 
instead of hiring the team they should go buy some caustic soda or 
nitric acid or a pail of kerosene. On the other hand, if it is a team 
job, then you can afford to listen but if we can’t tell you why, with 
what, and how. with some theory of substantiation—throw us out the 


door mat ked “Lobby.” 


To polish to a high lustre your post war production, check the improved 
Lupomatic DEBURRMASTER equipment and compounds. 


4510 Bullard Avenue — New York 66.N.Y. 
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| cost OF (DEBURRMASTER : 
Al F’/LUPOMATIC TUMBLING MACHINE COMPANY Inc. | 


Burnishing Barrels may now be 
secured from MAC DERMID INC. 
that are guaranteed to produce 


superior results . . . ask our 


3 representative in your territory. 


3% The Batch Sawdust Drying Tum- 
bling Machine, illustrated, rep- 
presents the “last word” in ro- 
: tary drying equipment and may 
: be secured for present and post- 
production needs. 


Now, as never before, manufacturers have learned the savings in 
materials and manpower that may be achieved through advised 
planning and selection of metal cleaning, finishing and plating 
equipment . . . Your MAC DERMID INCORPORATED* represem 
tative operating through Waterbury, is able, equipped, and will 
ing to prescribe to you the equipment and supplies best suited #0 
your particular need. Consult him concerning the equipment a 
supplies best suited to your particular need. 


*New England's leading distributors of metal cleaning, finishing, and plating equipme”!. 
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